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EFFICIENT 


Always Satin - No Glossy Spots 
That’s what you get with 


DHRLAK RUBBED EFFECT LACQUER 


and it goes on easily without 
bridge, blush or pinhole used over 


DHRLAK SEALER 


DHRLAK SEALER sands as all advertisements 
in this book claim and builds up a real found- 
ation with but one coat on bare wood or filler. 
It sands after thirty minutes. 


If you make Furniture or Radio Cabinets just 
try ten gallons of each at the drum price. 


Denny, Hilborn &Rosenbach. Inc. 


BRANCHES 


Newyork PHILADELPHIA 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 


4 
DURABLE 
LACQUERS 
WERHERE r 
ir 
in 
st 
ir 
ir 
T 
Cé 
bi 
a 
th 
fa 
ri 
in 
to 


November, 1929 TNOUSTRIAL FINISHING 


“COS V.G 
From THE 
WIDOW 


HE PRESIDENT of a nationally known manufacturing concern 

declares that teamwork increased the firm’s sales 400 percent. 
If teamwork is responsible for such remarkable results, it is worth 
investigating. Some semblance of teamwork is probably in evidence 
in every manufacturing organization, but very few concerns have 
studied, developed and put into practice the spirit of teamwork to the 
extent that it can be credited with quadrupling the volume of sales. 

Teamwork is capable of application in every department of every 
kind of an organization. Effective teamwork requires that every 
individual appreciate and acknowledge the importance of the work 
of others in his department and in other departments. If each 
individual strives to do all he can to contribute to the value and 
merit of the manufactured product, and to effect all possible manu- 
facturing economies, then that product and that factory will be better 
equipped to meet all competition. 

Every industrial finishing department is peculiarly adaptable and 
responsive to teamwork—teamwork among its own personnel and 
all along the line preceding and following the finishing processes. 
The condition of surfaces to be finished, the final cleaning and 
smoothing, the preliminary coats, any conditioning and smoothing 
operations that precede or follow the intermediate coats, the appli- 
cation of the intermediate and final coats, followed by drying, rub- 
bing and polishing; then the storage, handling, transferring, packing 
and shipping—each and every one of these operations has an im- 
portant effect upon the completed product. If one thing is slighted, 
the finished product will lack something that the management care- 
fully planned and which the advertising proudly portrays; it will 
fall short of what the salesman claims and what the customer has a 
right to expect. 

The possibilities of teamwork are well worth more thought, more 
investigation and more development. Teamwork adds the enthusiasm, 
interest and co-operation of every worker in the organization to the 
qualities purchased and planned by management. 
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HOUR-COAT 


An 


Enamel and Undercoat combination 
that dries in two hours. 


Thins with benzine or gasoline 
Made in all colors 


Covers better than oil undercoats 
or enamels 


Also SEALING COATER 


A clear first coater and sealer 
Dries in one hour 


Thins with benzine or gasoline 


Write us for samples and prices 
You will be surprised 


Manufactured By 
Advance Paint 


— = 
Kindl} mention INDUSTRIAL EINISHING when writing advertisers 
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ADVERTISING PAGES iEMOVED 


CLEANLINESS AND LIGHT 
Improve Resunts 


Foreman finisher points out the merits of painted interiors, adequate 
lighting and an enforced routine of practical cleanliness 


which will result in improved 


finishing and make 


the factory reasonably safe from fire 
._ By Fred Mannhardt 


ODAY more and more atten- 

tion is being directed toward 
everything that will contribute to 
cleanliness and neatness in finish- 
ing rooms. Efforts in the direc- 
tion of fire prevention and fire 
protection are partly responsible 
for this condition and _ trend. 


Cleanliness and an orderly ar- 
rangement of everything used— 
these things are important factors 
in lowering the cost of output. 
Let me cite some of the improve- 
ments that can be made in this 


respect: 


Painted Interiors 


Clean up and paint the interior 
of factory. A two-color combina- 
tion is sufficient and economical 
for this purpose. For instance, 
paint the ceiling and upper por- 
tions of walls a light tint such as 
white, cream, very light blue or 
light green or light yellow. Light 
reflects light, and from a psycho- 
logical as well as practical point 
of view, light interiors above a 
certain level are best. The lower 
walls—from the floor up to 4 or 
5-ft—may be painted a darker 
color, say maroon, brown, or green. 
These colors do not show the dirt 
nor mar so easily from contact 
with “the work” or the employees. 


Where to Clean 


See that the floors are cleaned 
and oiled regularly. Where places 
to be cleaned are hard to reach, 
such as behind steam pipes, etc., 
compressed air or a vacuum 
cleaner can be used. This regular 
and thorough cleaning will pre- 
vent dust from being blown onto 
freshly-finished surfaces later, due 
to drafts or other causes. 

Remove all unnecessary wall 
decorations or obstructions, such 
as clothes hanging in the open. 
Keep workmen’s clothes in clothes 
lockers. Electric lights should be 
installed with a view to real 
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lighting efficiency rather than just 
for appearances. 


Fire Prevention 

Now as to fire prevention: 
Cleanliness and carefulness are 
the two big enemies of fire. Pro- 
vide suitable metal receptacles 
with air-tight covers for all dirt 
and rags, and see to it that they 
are emptied twice a day. 

Recently, I was in a place where 
boiled oil was being used to clean 
out an oven. The rag used for 
this purpose was thrown into a 
ean of dirt or rubbish which in- 
cluded newspapers and the like. 
Less than four hours later spon- 
taneous combustion caused a fire; 
this happened more quickly than 
any case of the kind I have ever 
seen. 

The room was filled with lac- 
quer thinners, enamels, japans, 
etc. It’s a mighty lucky thing it 
didn’t happen during the night, or 
there would have been a disas- 
trous fire. 


Workmen Can Help 

Smoking is also responsible for 
many fires. It isn’t the smoking 
so much as it is the thoughtless 
one who throws a lighted butt any 
old place. For factories situated 
in dusty or smoky localities, win- 
dow screens covered with oiled 
cheese-cloth are a big help. Auto- 
matic sprinklers and automatic 
shut-offs for ovens are also a good 
thing. Last but not least a clean 
shop is more inviting to visitors 
than a dirty one. 

If the workmen will change 
their street clothes for a suit of 
canvas or some other lint-free 
cloth before going into the finish- 
ing room, a great source of dirt 
and dust will be removed. Dust 
is the damage maker. A bushel 
of sand on the floor cannot pos- 
sibly do as much damage as a lot 
of lint flying around. 


Brushes and varnishes should 
be kept under cover. Workmen 
should be instructed to pour out 
only what material is absolutely 
necessary for their needs at the 
time. Try some of these recom- 
mendations and see if the quality 
of your work doesn’t improve. 


Covering Capacities of 
Different Materials 

The covering capacity of dif- 
ferent materials vary, depending 
upon the condition of the surface, 
the color, the consistency of the 
material used, and the manner of 
brushing or spraying. However, 
I have found the following data 
to be reasonably accurate for esti- 
mating purposes. The figures at 
the right indicate the number of 
square feet of surface that can be 
covered by one gallon of the ma- 
terial named in the left-hand 
column, using one coat. 


450 to 600 
450 to 500 
300 


Shellac (according to cut) 


Flat wall color 500 
400 
Enamel undercoater............. 400 
450 to 600 
Red or blue 600 

650 to 700 
Water stain®............60:. 450 to 500 
200 to 400 
Paste wax (per pound).......... 1252 


Paasche; Larger Space in New 
York City 


From October 1 the direct factory 
branch of the Paasche Airbrush Co. 
will be located at 103 Lafayette St., 
New York City. This convenient 
location has been established as a 
measure of greater service and con- 
venience to Paasche customers. It 
can be conveniently reached from 
all inter-city points. 

A large display room has been set 
up and all the items of the complete 
Paasche line are conveniently ar- 
ranged for inspection and demon- 
stration. A stock of standard Paasche 
equipment will be maintained in the 
new factory branch headquarters. 
ne numbers are Canal 4768- 
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Grass Siens 


Preparation of the surface, spray finishing, decorating, heat treating, 
moulding and annealing the attractive emblematic and trade- 
mark signs which are now in such 
extensive use 


By P. C. Bardin 


HE attractive emblematic 

signs, such as those mounted 
on sO many gasoline pumps at 
filling stations, are products of 
evolution. There is a demand for 
the multi-colored glass signs in 
flat shapes and in globes surround- 
ing electric lights. 

Of the 6000 signs per day pro- 
duced by The Cincinnati Advertis- 
ing Products Co., at Cincinnati, 
Ohio, some are made entirely of 
glass while others have a metal 
center holder or frame in which 
the convex glass sign is inserted 
thereby making a complete globe. 
Both types have been standardized 
so that the glass signs are inter- 
changeable, and may be easily 
inserted by removing the frame 
from the standard. 

The first glass signs and globes 
were finished with ordinary paint 


applied with a brush on the sur- 
face of the glass. This process 
was not satisfactory, for the paint 
soon cracked and peeled off. 
Fumes from gasoline, the sun’s 
rays, rain, and heat from the elec- 
tric lights quickly destroyed these 
early efforts at glass-sign making. 

The next step was that of etch- 
ing the glass surface, that the 
paint might better adhere, and 
while this and the next method 
of sandblasting the glass surface 
helped matters to some extent, 
the use of ordinary paint applied 
somewhat unevenly by brush was 
found to be the chief cause of the 
lack of durability in this type of 
signs. 

Now this company is producing 
durable and permanent glass signs 
by combining printing and spray- 
ing of ceramic colors on glass, 
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At the spray booth 


making both the sign and the 
background. The spraying is done 
in a specially constructed spray 
booth having a drum holder with 
an electric light inside the drum 
so that the operator may distrib- 
ute the background color evenly 
over the entire sur- 
face. All colors 
used are fast pot- 
tery colors. The 
surface of the glass 
signs are flat up to 
this operation. 
After spray fin- 
ishing the  back- 
ground color, the 
signs are taken to 
the baking or firing 
oven, as shown in 
Fig. 2, where they 
are placed on con- 
cave steel moulds 
mounted on a 
slowly revolving 
turntable shown at 
the right rear of 
Fig. 2. This carries 


the signs into the oven which is 
electrically heated to a tempera- 
ture of 1500-deg. F.—the melting 
point of glass. This heat fuses the 
ceramic colors of the sign itself, 
and the background with the glass, 
and moulds them into the desired 
convex shape in one operation. 
The signs then pass through 
the long annealing oven shown at 
the left of Fig. 2. where they 
gradually cool so that the operator 
removes them from the conveyor 
by hand. The baking and anneal- 
ing insures remarkable strength 
and quality in the glass in these 
globes. The signs are then taken 
either to the assembly department 
to be made up into complete new 
signs, or shipped out for replace- 
ments. It may be truly said of 
these glass signs that “they are 
everlasting unless broken.” 


Binks Exhibit in St. Louis 


The Binks Mfg. Co., of Chicago, 
announces a “New Spray Equip- 
ment Exhibit at 1412 S. Broadway, 


St. Louis, Mo., where many new fea- 
tures are now on display.” 
CE ntral 3031. 
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AUTOMOBILE FAinisHine 
SPEEDED Up 


First installment of a two-part article in which the latest materials 
and methods employed in modern automotive finishing are 
featured and discussed 


By K. N. Kathju 


PEED is the keynote of suc- 

cess in automotive production. 
But for “speed,” as we know it in 
the automobile industry, Ameri- 
can industries in general would 
be as far behind the times as simi- 
lar industries of our cousins 
across the Atlantic. 

The most familiar instance of 
successful speeding up of produc- 
tion is the change brought about 
by lacquer chemists as if by 
magic, in deviating from the age- 
old system of painting, using oil 
primers, oil surfacers, color var- 
nishes, and varnishes, in favor of 


lacquer undercoats and lacquer . 


enamels. 

While the use of lacquer under- 
coats was never adopted univer- 
sally, certain manufacturers of 
high-priced cars have used lac- 
quer undercoats very successfully. 

Although the use of lacquer 
undercoats speeded up production 
considerably, thus saving in space, 
time and labor, the fact that to 
obtain best adhesion of lacquer 
primer, the car body had to be 
cleaned very carefully, which, in 
high-speed production is next to 
impossible, the use of lacquer 
primer was confined to a few 
manufacturers whose objective 
was to turn out the best in spite 
of cost. 

Primers; Surfacers 

Ordinarily a good oil primer for 
automobile bodies takes about 


1% to two hours at temperatures 
varying from 175 to 250-deg. F. 
An occasional trace of oil film 
and other foreign matter on the 
clean car body is not very objec- 
tionable under an oil primer. 

However, considerable time and 
money could be saved in the use 
of lacquer primer if the metal 
could be absolutely cleaned, in 
that lacquer primer is dry enough 
to be spot-glazed or glazed in solid 
after five minutes air drying. How- 
ever, experience has shown that 
bodies on production cannot be 
absolutely (perfectly) cleaned, and 
as such there is always a danger 
of lacquer primer not giving proper 
adhesion to the body. 

Similarly oil surfacer, which 
generally takes one hour at 190- 
deg. F. to two hours at 175-deg. F. 
for proper drying of each coat— 
and generally three coats are ap- 
plied on the body—is preferred to 
the use of lacquer surfacer, where 
three coats may be applied by 
allowing 10 to 15 minutes air- 
drying between the coats, and 
force-drying the three coats to- 
gether in about 45 minutes at 
about 150 to 175-deg. F. 

A number of manufacturers, 
who could not afford the time and 
expense of thoroughly cleaning 
metal, naturally continued the 
use of oil primer for bodies, but 
took advantage of savings in time, 
space, labor, and heating equip- 
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ment in adopting the lacquer sur- 
facer in conjunction with oil 
primer. A number of manufac- 
turers, with production running 
high, continued the use of oil 
primers and oil surfacers and 
were satisfied because they as- 
sumed that the oil products were 
more nearly foolproof. 

In passing, it may be added that 
lacquer surfacers when so formu- 
lated as to eliminate film shrink- 
age, are better because they sand 
easier; they are never prone to 
lift under lacquer (like some oil 
undercoats) and they give an 
excellent surface for succeeding 
lacquer color coats, with no danger 
of the lacquer “striking in”—the 
last being generally caused by lac- 
quer solvents affecting the oxidiz- 
ing oil film of the oil surfacer. 


New Undercoat Material 

The latest in undercoats are 
products which are unlike oil and 
lacquer undercoats, in that they 
contain neither oxidizing oils, nor 
nitrocellulose as base. The base 
of this new product is a synthetic 
resin which polymerizes at rela- 
tively low temperatures and partly 
dries by oxidation. 

Primers and surfacers formu- 
lated by using these synthetic re- 
sins, air-dry like ordinary lacquer 
undercoats, may be baked at 
temperatures varying from 150- 
deg. F. up, and for any length of 
time desirable. Such products 
are extremely elastic, tough and 
have remarkable adhesion—in 
fact they perhaps surpass any 
paint and lacquer man’s concep- 
tion of adhesion. They are fool- 
proof like oil undercoats with the 
added advantage that unlike oil 
undercoats, there is no danger of 
lifting and no possibility of lacquer 
“striking in.” Last but not the 
least, such undercoats are very 
reasonable in price. 


In production, therefore, all that 
is necessary is to spray a coat of 
primer, followed immediately with 
knife glaze and three double coats 
of surfacer. Thus, primer, glaze, 
and three coats of surfacer may 
be “cured” together at 175 to 200- 
deg. F. for 50 to 60 minutes. In 
adopting this type of material the 
company eliminates the primer 
oven and the three separate sur- 
facer ovens—saving all the floor 
space, saving the expense of heat- 
ing ovens and incidentally getting 
a quicker, cheaper and better sur- 
face for lacquering than hereto- 
fore. 

This type of material has been 
adopted by quite a number of 
automobile and body companies. 
But there are still a few skeptical 
minds who think that, like lacquer 
primer, this new type primer 
needs an absolutely clean surface 
to prime. This, in the writer's 
opinion, is not true. 

Although some manufacturers 
prefer to use an oil primer under 
this new type surfacer, the skep- 
tics can be brought back by sug- 
gesting that this new primer, 
when “cured” for eight minutes 
at about 150-deg. F., will be more 
nearly foolproof than their old- 
type oil primer. In fact, when 
thus baked within reasonable 
limits, it is impossible to cut 
through this primer with sand- 
paper. What other primer will 
stand this test? 

As to the durability of this type 
material, one may make a broad 
statement and say that there is 
nothing like it in the entire paint, 
varnish and lacquer industry for 
wearing qualities, exposure to 
weather, etc. 

A tentative plan for automobile 
finishing in body plants will ap- 
pear in the next issue of INnpus- 
TRIAL FINISHING. 
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FanisHine 
Srore Fixtures 


Foreman Finisher explains how “color-of-sample” jobs are received, 
planned for accurate reproduction and put — the fin- 


ishing operations in a department that is 


properly 


equipped and managed 
By D. M. Martin 


N THE FINISHING of store 
fixtures of the better class, 
there is one thing that must be 
watched as carefully as the quality 
of the finish! It is the uniformity 
of color, due to the fact that 
nearly every order is a “color-of- 
sample” job which must match 
other interior decorations, furni- 
ture or old fixtures that are to be 
retained and used with the new 
equipment. Great stress, there- 
fore, is put on the exact matching 
of the color and the continued 
absolute-uniformity of the color as 
the job progresses through the 
finishing room. Sometimes, on a 
large installation, six months pas- 
ses between the finishing of the 
first and last pieces. 
In our establishment the usual 
plan of handling a job is as fol- 
lows: 


Planning the Job 

Before a job is started through, 
the entire finishing procedure is 
worked out. The necessary stains 
and fillers are formulated and 
sample panels are finished accord- 
ing to the schedule established. 
These samples are then sent out 
for the necessary “customer’s 
approval.” When returned, a so- 
called master sample is retained 
in the file with the order for 
future reference or use. Other ap- 
proved samples are passed out to 
the finishing foreman, inspectors 


and trim department for periodical 
checking as the work progresses. 
Later, these samples are returned 
to the file on completion of the 
job. 


Sponging; Sanding; Staining 

When the fixtures arrive in the 
finishing department, the sponge- 
sanders sponge and block-sand all 
exposed parts. On walnut, partic- 
ularly, dark streaks are bleached 
before sponging. The most satis- 
factory bleach I know of is made 
up of 8-oz. oxalic acid and 8-oz. 
hypo sulphite of soda dissolved 
in one gallon of hot water. This 
solution is brushed on and allowed 
to dry thoroughly before being 
sponged. 

After this sanding, the stainers 
then perform, water stain being 
generally used and applied with a 
brush; birch, for example, gets a 
“two-coat” job. To speed up pro- 
duction, all stained work is sub- 
jected to at least two hours of 
drying in a humidity-and-temper- 
ature-controlled kiln. After this 
drying, all open-grained wood gets 
a wash coat of shellac and a sand- 
ing, while birch, etc., gets a cane 
rub prior to filling. 


Filling; Shading; Shellacing 
Since the quality and body of a 
good finish depends upon the 
foundation, the next operation of 
filling is watched closely; one 
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man is detailed to mix all filler 
and do the brushing in. The 
filer coat also gets kiln drying 
overnight in a well-ventilated kiln. 

Next morning all filled work 
goes to the distemper shaders 
where the preliminary toning and 
uniforming of color is done, using 
distemper colors in acetic acid 
and water. 

As lacquer now predominates 
over varnish, I shall give the next 
step of the lacquer finish, which 
is the application of the first coat 
of lacquer or shellac, depending 
on the color. If shellac, it is kiln- 
dried about three hours, after 
which it is sanded. It has been 
our experience that when the 
foundation work is properly done, 
very little sanding is necessary 
on the first coat. 


Lacquering; Completion 

The next operation—alcohol 
shading—is the most particular 
as far as color goes. Guided by 
the approved sample, the shaders 
blend and tone where necessary. 
Non-fading alcohol colors—as 
nearly non-fading as it is possible 
to get—are used. The lacquer we 
mse is one that will not soften 
and pull when alcohol igs applied. 
No work passes this point until 
the color is checked and approved 
by the inspector in charge. 

Two or three additional coats 
of lacquer, as specified, are ap- 
plied to complete the finish. We 
have made it a practice to avoid 
spraying on more than two coats 
of lacquer in one day, when the 
surface is to be rubbed. 

After the last coat of lacquer 
has dried overnight, it is ready 
for the rubbers. All work is 
rubbed with pumice stone and oil 
and finished off with a polish. 
Then comes the final inspection, 
lining of edges, burning in of pin 


holes, and “frenching” spots 
rubbed through; then the polish- 
ing off, and the fixtures are ready 
for the trim department. 


Avoid Lacquer and 
Varnish in Same Booth 


Never spray lacquer and varnish 
in the same booth as this is “the 
makings” of a very great fire 
hazard. Not long ago I saw what 
might have been a disastrous fire 
in a large plant. Lacquer had been 
sprayed in one of the booths mo.t 
of the day; then, in the afternoon, 
the sprayman finished by spraying 
flat varnish in the same booth for 
about two hours. 

Next morning when the men re- 
turned to the shop they discovered 
that the interior of this booth had 
been on fire sometime during the 
night. The inside was all one 
black charred mass of burned 
gum; it had just smoldered. 
Everyone considered it a miracle 
that the smoldering interior 
didn’t burst into a blaze and per- 
haps cause the destruction of the 
entire factory.—F. T. 


Clinton Co. Representatives 


The Clinton Co., (Mfrs. and im- 
porters of finishing materials), 167 
May St., Chicago, Ill., announces that 
Mr. Gus Nonweiler, formerly 
associated with Murphy Varnish Co., 
Chicago., and Mr. Chas. R. Long, Jr., 
of Louisville, will now call on the 
trade in Indiana, Ohio and Kentucky 
territory in behalf of The Clinton Co. 


Kellogg Appoints District 
Managers 

The Kellogg Mfg. Co. of Rochester, 

. ¥. announces the appointment of 
Mr. C. W. McDonnell, District Man- 
ager of the Middle West, with head- 
quarters at Kansas City. 

Mr. H. O. Holland has recently 
been appointed District Manager for 
the New England territory, with 
headquarters at Boston, Mass. 
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You can cut two thirds from the dry- 
ing time and reduce the cost of ee 


in half with 
The New and Improved 


SANDING 
SEALER 
No. 2550 


_by 


®A test, made in your own plant, without any outside 
interference, will demonstrate the all-round superiority 
of the new Zapon Sanding Sealer No. 2550 .« « « 


In order to demonstrate in the most convincing fashion 
just how it can reduce finishing costs, a generous sample 
will be shipped prepaid upon request without obligat- 


This offer can be made, only because we know how well 
this Sanding Sealer works out for high grade furniture 
manufacturers, and because we know from past experi- 
ence, that a test will convince you of the superiority of 
this new and improved Zapon Sanding Sealer No. 2550. 


*Test These Claims 


Not a substi for shell Will not bleach fillers. 
—costs less. Absolutely free from gray- 
Cuts sanding costs —— half. ish cast. 
Dries in 4 > time of rays easily. 
shellac. best base for 
One > perfectly. No Benzol orWood Alcohol. 
Seals perfectly Perfect adhesion. 


THE ZAPON COMPANY, Stamford, Conn. 
Inquiries invited 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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FAnisHine AIRPLANE 
Dartis 


Describing and illustrating the modern equipment and methods suc- 
cessfully used in the aircraft finishing department of 
Alexander Industries, Inc., at Colorado 
Springs, Colo. 


NE OF THE most important 
requirements in the finishing 
department of an airplane factory 
is adequate ventilation—this for 
several reasons, chief of which in- 
clude reduction of fire hazard, im- 
proved conditions favorable to 
workmen’s health, and excellence 
in the quality of finish applied to 
airplane parts. Plenty of doors 
and windows, all swinging out- 
ward with little pressure, are very 
desirable in case of fire. 

In the aircraft factory of Alex- 
ander Industries, Inc., at Colorado 
Spring, Colo., numerous doors 
in the three outside walls of the 
“dope” room provide easy exits 
in case of fire. One inside wall, 
adjoining the lacquer room, is 
completely closed to prevent a 
possible fire from spreading to 
that department, which is also 
safeguarded with many easily- 
operated doors. Excellent venti- 


Illustration at of page shows an 
Eaglerock “Bullet.” 


By Jos. C. Coyle 


lation is provided by several unit- 
type heaters mounted near the 
ceiling of the two departments, 
and an elaborate system of suc- 
tion fans which draw off the fumes 
of exposed dope and lacquer. 

Another contributing factor fa- 
vorable to conservation of the 
workers’ health is the type of 
spray booth used. In the dope 
room there are two of these 
booths, each 5-ft. deep, 8-ft. high 
and 20-ft. long. The two sheet 
metal booths stand end to end, 
their open sides facing in opposite 
directions. Numerous holes in the 
back of each booth are so spaced, 
in connection with baffle plates, 
that the draft from the fan is 
equalized in all parts of the booth 
interior. 

There is an elaborate system of 
overhead trackage by which the 
covered fuselages, wings, rudders, 
ailerons and similar parts of the 
planes are transferred from the 
main factory into the dope room; 
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Cutting 


Perhaps an inexpensive variation in your fin- 
ishing conditions will permit you to use a high- 
grade quality product that covers well in one 
or two coats, baking in minimum of time, 
increasing oven output, more production at 
reduced cost without sacrifice of your finish. 
Our experimental finishing department is 
complete; 5’x7’9” electrical heated oven, 
with spray equipment, 5’ booth, under direction 
of trained operators, and laboratory technicians 
will determine the Impervious product best 
suited for your requirements. 

A recommended “Impervious” formula will 
be a demonstrated and proven product for 
which it is prepared. 


Address your inquiries to 


IMPERVIOUS VARNISH COMPANY 


General Office 
436 Seventh Ave., Koppers Bldg., Pittsburgh, Pa. 
Manufacturers Industrial Finishes 


Works—Rochester, Penna. 


IMPERVIOUS 


protective coatings 
any surface - any product 


Varnishes, Enamels, Pyroxylin Lacquers,Electric Insulating Varnishes 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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Above: The 
two spray booths 
in dope room set 
end to end but 
face in opposite 
directions. Wings, 
rudders, etc., are 
moved _ into, 
through and out 


ing carriers as illustrated clearly at left. 


these parts are suspended from 
special hangers adapted to the 
shape of the parts to be moved. 
For example, four rudders, six 
ailerons or one wing are sus- 
pended from one hanger. 

The overhead trackage is so ar- 
ranged that it reaches all parts 
of the dope room, including the 
spray booths. Narrow openings 
in the ends and in the roofs of both 
of these booths allow the wings or 
other parts to enter at one end 
and pass clear through the length 
of either booth. One side of the 
wing is sprayed in the first booth 
and the other side is sprayed in 
the second booth. At the top of 
each booth two flaps (two strips 
of old belting) secured to the 
edges of the opening, allow the 
hangers to be moved along, but 


close about them and prevent the 
spray fumes from escaping. 
Entering the dope room, the 
fabric-covered airplane parts are 
first given two coats of nitrate- 
cellulose dope with hand brushes 
—this being done in order to get 
suitable penetration. Exposed 
seams are then taped with wing 


Outside end view of spray — through 
suspended 


which wings are A while 
from overhead carriers. 


entire 
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Once you have actually 
used Murphy Flexible 
Lacquers you will rec- 
ognize their definite 
superiority over nitro- 
cellulose lacquer. 


Facts are facts, and no amount of 
failure to take advantage of them can 
alter the facts themselves. 

For months we have been laying 
the astonishing facts about Murphy 
Flexible Lacquers before the readers 
of this magazine. Hundreds of con- 
cerns have now actually used these 
remarkable Flexible Lacquers and 
now know the facts and what they 
mean to them in their businesses. 

Hundreds of other concerns have 
only read the facts. When these con- 
cerns have tried Murphy Flexible 
Lacquers they too will learn of the 
real superiority of this material over 
a purely nitrocellulose base finish. 

Briefly stated the facts are these: 
Murphy Flexible Lacquers build far 
better than nitrocellulose base lac- 
quers, they do not chalk and check but 
actually toughen with age. They are 
entirely waterproof, they have a 


flexible or plastic resistance to the 
expansion and contraction of wood, 
they build far better than nitro- 
cellulose, they take a higher polish 
than varnish even and they increase 
in clarity instead of fogging like most 
lacquers, they give the appearance 
and “feel” of varnish instead of the 
cold glasslike surface of other lac- 
quers, and, finally, Murphy Flexible 
Lacquers dry as quickly as nitro- 
cellulose base lacquers but build and 
finish more like varnish. 

These are the facts. What you do 
with the facts is what counts. We 
shall gladly send further information 
or give you a demonstration. 


MURPHY VARNISH COMPANY 
Newark San Francisco Chicago 
Essex Varnish Company, Newark 
(Associate Company), Baking Material Specialists 


MURPHY FINE FINISHES 


Famous for 64 years 


master painters and makers of 


among architects, 
products requiring a fine finish. 


Air- d Baking Varnishes 
Enamels, Lacquers pay for Brushing, Spraying and Dipping 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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tape drawn out from 
specially-devised tap- 
ing apparatus; this 
expedites the work 
and insures perfect 
saturation of the 
tape. One coat of 
clear dope and three 
coats of pigmented 
dope are then ap- 
plied in the spray 
booths. It requires 
12 minutes to tape a 
wing and six minutes 
to apply the finish. 

In the lacquer 
room, the cowling 
and all metal parts 
are primed with oil 
primer and allowed 


to stand overnight. 
These surfaces are 
then sanded, as is the 
body of the fuselages. Then the 


surfaces are polished with cham- 
ois skin, and the ground coat of 
lacquer is applied in spray booths. 
When the ground coat is dry, the 
finish coat is applied in the same 
way. The latter may be of any 
particular color the customer 
prefers. 

The dope and lacquer depart- 
ments are located some distance 
from the main factory to reduce 
fire hazards. Warning signs pro- 
hibiting smoking, carrying mat- 
ches, etc., are suspended from a 
wire strung along at a safe dis- 
tance from the dope-and-lacquer 
building. Strict regulations also 
prohibit the carrying of any but 
safety matches within the main 
factory. No smoking is permitted 
in any hazardous area, such as in 
the covering and final assembly 
departments. Trash is not al- 
lowed to remain on the floors of 
the finishing department; these 
floors are thoroughly scrubbed 
once a week with soap and borax, 


in 


lacquer room, ready for the finish coat. 
of in- 


to remove accumulations 
flammable material. 

The lettering and final art work 
are done in oil colors, by expert 
artists, at the final assembly line. 
The latest model Eaglerock air- 
plane is a low cantilever-winged 
monoplane, designed for family 
use—large enough to carry four 
persons and the dog. 


Free Book on Chemists’ Work 


A recent publication issued by the 
Hercules Powder Co. is called ‘The 
Labors of a Modern Hercules.” The 
brochure consists of a series of ar- 
ticles by chemists, engineers, and 
officers of the Hercules company de- 
scriptive of Hercules processes and 
products and the ways in which in- 
dustry is served by them. 

The articles tell of the achieve- 
ments of chemical research, of the 
chemist’s contribution to beauty and 
utility, and the scope of operations 
in which nitrocellulose, purified cotton 
linters, and acids play a part. 

The part which the research labora- 
tories take in the development of new 
products and processes forms an 
interesting chapter. Labors 
of a Modern Hercules” may be ob- 
tained without cost by writing to the 
Hercules Powder Co., Wilmington, 
Delaware. 
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Marietta Dyesturrs 
Water Soluble 


NE of the reasons Mari- 

etta enjoys such a large 
business in stain powders is 
that, its dyes are designed for 
the dyeing of vegetable fibre, 
of which wood is composed. 

Marietta products do not 
merely stain the surface of the 
wood, they actually dye th 
fibre. 

Marietta Dyestuffs pass the 
highest tests as to uniformity, 
solubility and resistance to 
light. 

For better results—use 
Marietta Dyestuffs. 


Marietta Paint & Color 
Company 
Marietta, O. High Point, N.C. 
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Up Murry 


Foreman Finisher explains what causes murky or muddy appearing 
finishes and tells how to produce clear, full-body lustrous 
finishes which display rather than conceal 
the beauty of the wood grain 


By Edw. C. H. Rottmann 


ITH THE best of finishing 

materials for hardwood sur- 
faces, the objective always sought 
after is to bring out to its fullest 
depth, a clear and transparent 
grain. With this problem we in 
the wood finish game always show 
concern, 

In view of the above assertion, 
there are firms turning their at- 
tention to making special prepara- 
tions for eliminating murky 
finishing which may be caused by 
combative factors other than those 
laid to faulty finishing materials. 
Obviously, this is a universal 
problem for the modern finishing 
room; otherwise these firms’ 
efforts would be unprofitable and 
their energy along this line would 
be misdirected. 


Sponge the Surface 


There are sources, other than 
from the material standpoint, to 
help us obtain transparent fin- 
ishes; there is a preparatory step 
that I have in mind: It is the 
sponge coat. I believe this es- 
sential operation is a very im- 
portant link toward eliminating 
some of the cloudy surfaces found 
in certain wood finishing. 

Considering the many varieties 
of mahogany we meet, each with 
its own peculiarity and problems 
of finishing, the safest method I 
have found to stop unnecessary 


trouble is to sponge the wood. 
This also applies to other woods; 
all of the well known authorities 
and technical trade schools ad- 
vocate the sponging of certain 
woods before finishing. 

In mahogany this trouble can 
be very pronounced, especially 
where we have a soft wooly or 
fuzzy surface with which to con- 
tend. This calls for treatment 
other than just water sponging. 
To my mind, any of the patent 
chemical sizes now on the market, 
or even a little glue added to the 
sponging water will, after drying, 
stiffen these loose fibers of grain, 
making them brittle; then, when 
polished with fine sandpaper, the 
stiff protruding fibers will easily 
break off and leave a smooth sur- 
face to stain or fill. The small 
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| CLEAR WOOD LACQUER No. 1257 
rd Gives Maximum Fulness and Depth 
-_ is non-blushing, easy rubbing, 

So brilliant and durable 


et — A furniture lacquer of VALSPAR 
the quality—made to satisfy the 
ain. J most exacting production schedules 


the 


sur- VALENTINE’S 


ALSPAR 
FINISHES 


For Details, Prices 
or Samples, address 


INDUSTRIAL DIVISION 
VALENTINE & COMPANY 
386 Fourth Avenue 
New York, N. Y. 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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amount of glue used in this opera- 
tion does not glaze the surface nor 
interfere with securing a clear 
transparent finish—nor will it re- 
tard the penetration of stain. 

In our factory, the application 
of this sponging coat is done in the 
cabinet shop by a finisher—before 
the final sanding by the cabinet 
makers who are instructed in the 
proper method of sanding this 
sponged coat. It is not over- 
sanded, but is polished smooth 
with No. 00 sandpaper; if there 
are any imperfections such as 
“risers,” etc., caused from slight 
bruises in the wood, the cabinet 
maker is bound to see them in 
this fine sanding operation. This 
does away with the sponging and 
sanding operations in the finish- 
ing department, and eliminates 
the necessity of calling cabinet 
makers to the finishing room to 
remedy these defects; also it 
avoids the “doctoring” and patch- 
ing of the surfaces by the finisher. 


Doesn’t Injure Veneers 


This sponge coat does not loosen 
nor injure veneers. If there are 
any skeptics, let them make a 
simple test of applying coat after 
coat on a sound veneered surface. 
I will venture to say they will be 
convinced that no damage occurs. 


Another cause of murky finish- 
ing can be traced to the common 
practice of filling over a stained 
surface that has not been sized. 
A thin wash-coat of shellac over 
the stain, before the filling, gives 
us double assurance that if there 
is any remaining fuzz it will be 
done away with in the sanding of 
this sizing coat; and as a result 
we get a clearer, quicker-drying, 
easier wiping and a more uniform 
job of filling. 

Properly-constructed wash coats 


of shellac, well sanded, leave a 
clean sharp-edged pore to receive 
the filler. It gives a hard-drying 
filled job overnight, because the 
wood does not absorb the oil from 
the filler, nor will the filler obscure 
the grain, as it may do when one 
fills over the stain on some soft 
woods of fuzzy character. No 
sandpapering is necessary on the 
filler coats if they have been 
properly wiped and cleaned up. 
This applies to the finest grades of 
work. 

In our finishing department, the 
men who clean off the filler coats 
also do the puttying at this time, 
over this size coat. The reason 
for this is that the putty will be 
dry when the filler coat is ready 
for lacquering, and the puttying 
is done neater and cleaner without 
a smudgy ring being left around 
the puttied holes. 


Another satisfactory advantage 
in sandpapering wood that has 
been sized over the stain, is that 
the sanding operation can be more 
easily and quickly performed; the 
stain coat has not been cut “to 
the quick,” and no patching is 
required up to this stage. Can we 
say this of the old method, where 
no sponging coat is used and 
where the stain is sanded without 
sizing? I believe not. 

Another advantage for the work- 
men is that this system is more 
simple for them; they are not 
covered from head to foot with 
red stain dust, nor do they suffer 
from the irritation to mucous 
membrane, as they did in “Ye 
Olden Times.” Also, less grief is 
encountered by the foreman. I 
believe wide-awake foreman are 
quick to appreciate and install 
newer and more practical systems 
of finishing—methods that do not 
work hardships on the men nor 
prove a boomerang to themselves. 


Now 
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A Finer Colored Finish 
at Lower Cost 


yj LACQUER ENAMEL is a new 
nitrocellulose product that for the first 
time competes with oil enamels on a price 
basis. 


Card tables, metal specialties and wire 
goods may be finished with it at a large saving 
in both material and labor costs. Utility 
Lacquer Enamel may be sprayed, dipped, 
rolled or brushed. It will stand over 50% 
reduction for spraying. Even such large 
articles as folding chairs take a beautiful 
dipped finish in one coat over the bare wood 
because of its unusually long flow. 


Send us a sample of your product to finish 
by the most appropriate method. Then judge 
the superior qualities and exceptionally low 
price of Utility Lacquer Enamel. 


JAMES B. CO. 


SHELLAC: LACQUER: ENAMEL: STAIN -WAX 


CHICAGO 
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Sink SCREEN STENCILING 


Practical information about selecting, cleaning, framing and blocking 
out the silk or organdy material, and how to prepare 
and apply the process paint which is manip- 
ulated with a squeegee tool 


By F. S. Araki 


HE SILK SCREEN stenciling 

process is perhaps the most 
convenient way of reproducing de- 
signs or patterns on any flat sur- 
face in quantities of a dozen to 
thousands—where extremely fine 
delicate lines are not involved. 
This process can be used with 
equal advantage on glass and 
metal as well as on cloth, wood, 
cardboard, paper, etc. 

The process makes use of the 
mesh in netting instead of the 
open cut-outs characteristic of 
ordinary stencils. There is no 
necessity of a second stencil to 
go over the disjointed parts; no 
need of touching up by hand later 
as is customary with ordinary 
stencils. This saves a great deal 
of time and labor. 


Making the Stencil 

The silk bolting 
stretched taut on a frame of suit- 
able size. The cloth is washed 
with alcohol or a _ solution of 
chemical cleaner and then rinsed 
with warm water’ thoroughly. 
When dry, it is ready for blocking 
out the designs. There are several 
ways of doing this. Almost every 
finisher seems to have his own pet 
formula, and usually “his is the 
best.” 

Materials for blocking out in- 
clude shellac, shellac and Venice 
turpentine, shellac and paper cut- 
outs, spar varnish, and lacquer. 
I prefer lacquer with a little 
thinner and retarder for this pur- 
pose. If a large run is expected, 


cloth is 


it is well to give an extra coat 
of varnish over the lacquer block- 
ing out, to protect against pin- 
holes appearing too soon. 

The design is left open in mesh 
or screen, but the background is 
smoothly covered with two coats 
of lacquer. Now the framed 
screen is placed over the surface 
to be printed; usually it is 
clamped or locked. A small mass 
of specially-prepared process paint 
is placed conveniently at one side 
of the frame and, by means of a 
rubber straight-edge called “‘squee- 
gee” or “scraper,” a small quan- 
tity of this plant is scraped over 
the screen with a firm and steady 
stroke. This is a “hand opera- 
tion,” of course, but it can be done 
rapidly and effectively by a skilled 
worker. 

Usually, one pass over the sten- 
cil is enough, although at other 
times it may be necessary to go 
twice, or once with the paint and 
once with the squeegee only. The 
sharp and clear definition depends 
somewhat upon how the blocking- 
out is done, but largely upon the 
fineness of pigment and the right 
consistency of paint used, and its 
handling. 

Using the Stencil 

The knack of working with the 
process can be developed very 
easily after a little experimenting. 
Remember, different materials re- 
quire different handling. Always 
use plenty of paint as thick as 
practicable. If thinner re- 
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INDIVIDUALIZED 
FINISHING 
SERVICE 


Have YOU an unusual finishing 
problem which standardized finishing 
materials will not solve? @ MAYER & LOEW- 
ENSTEIN specialize in the production’ of dif- 
ferent finishes for the special requirements 
be individual industries. @ Mab labora- 
tories are equipped to adapt or create the 
finish for the job . . « the ideal way to in- 
sure perfect results on’ difficult work. 


q This service is always at your command. 


Clear Lacquers . . . Colored Lacquers... 
Building Lacquer Primers . ... Varnishes 
Varnish First-Coaters .. . Oil Enamels 
Baking Enamels for Wood or Metal. 


MAYER & LOEWENSTEIN 


43-43 VERNON BLVD. LONG ISLAND CITY, N. Y. 


ESTABLISHED 1846 
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quired, use it as sparingly as 
circumstances permit. An _ ex- 
perienced operator rarely uses the 
thinner except on a fine screen. 

I recommend refined linseed oil 
or poppy seed oil for thinning the 
paint to be used on such surfaces 
as glass, metal, etc., and 50 per- 
cent each of oil and japan gold 
size for cardboard, or dull-finished 
surfaces. Black and blue, etc., 
should be thinned with japan size 
only. A clean and warm room, 
free of grit and dust, is essential 
for success in this work. 

The price of the bolting cloth 
varies according to the width and 
number of threads per inch. Be- 
ing imported from Switzerland, it 
is rather an expensive material, 
but with proper care it can be 
cleaned and used over and over 
again for different jobs. In the 
hands of an adept, it is not un- 
usual to get 50,000 or 60,000 prints 
from a single stretcher. The size 
widely in use is No. 12XX. For 
cheaper work and larger surfaces, 
No. 8XX is generally suitable. 
Nos. 14XX, 16XX and 18XX are 
for finer and small work. The 
process paints are bought ready 
mixed nowadays. These are best, 
but in an emergency, something 
that will probably serve the pur- 
pose can be made up as indicated 
below: 

For Black 
Ivory black in japan 
Drop black in oil 
Ivory black in japan 
Prussian blue in oil 
For White 
Flake white in japan 
Zine white in oil 
For Red 
Vermilion or red in japan 
Vermilion or red in oil 
For Blue 
Prussian or cobalt blue in japan... 1 
Prussian or cobalt blue in oil 1 
Prussian or cobalt blue in japan... 1 
Flake white in oil 2 
For Yellow 
Chrome yellow in japan ei 
Chrome yellow or flake white in oil.2 


For Green 


Chrome green in japan 
Flake white in oil 


Mix and grind thoroughly and 
let it stand a day or two and strain 
through silk, Eureka bunting or 
organdy; ordinary cheesecloth is 
too coarse for this purpose. I use 
a specially-prepared paper with 
complete satisfaction. Other 
colors can be made by combining 
the above named paints, or by 
mixing various pigments in oil and 
japan in a similar manner, as 
shown. 


Verde Antique Finishing 


During the past year or so, 
several foremen from different 
factories have ask me about Verde 
Antique finishing. It seems that 
Verde Antique finish has a lot of 
them guessing, as there are a 
number of different formulas. 
Some of the formulas are evidently 
not so good, or the platers don’t 
know how to use them, so I will 
submit what I have found to be 
a good formula for Verde Antique 
finish and explain how to use it. 


Verde Antique Solution 


Chloride of Zinc 

Sulphate Copper 

Sal Ammoniac. 

Glycerine . ee 
Water +. 1-gal. 


Copper plate the articles first; 
if a brown background is desired, 
use the above solution directly 
on the copper-plated articles or, 
if a black background is wanted, 
stain the articles in liver of sul- 
phur solution. 

Dip the articles in the solution 
and then let them dry for a few 
minutes. 

Now for a mottle effect: This 
is done with a painter’s sash tools. 
Take a painter’s sash tool and cut 
off the bristles very short; then 
have another one with long 
bristles. Using the one with short 
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Save time and Labor- 
one operation 


instead of two 


Where the type of work permits, Opex Spotglaze cuts time, labor 
and material costs—because this one product serves well as 
both primer and surfacer! And its neutral gray color permits 
use under light or dark lacquer enamels. 


A single trial will prove the cost-cutting and satisfaction-giving 
advantages of Opex Spotglaze. You'll find in actual use that it 
flows well and fills well, takes 100% reduction, covers nicely, 
builds up fast, sands easily, has good flexibility and adheres 
well to clean metal. You'll agree—as thousands of others 
have done—that Opex Spotglaze is the best balanced primer- 
surfacer you ever have used. 


If you are interested in the added profits that come from 
quicker turnover and lower costs on lacquer jobs, have us send 
you complete information about Opex Spotglaze and its recom- 
mended uses. Just fill in and mail the coupon. THe SHerwin- 
WiutiuMs Co., 601 Canal Road, N. W., Cleveland, Ohio. 


The Sherwin-Williams Co., 
" Dept. 708, 601 Canal Road, N.W., 
1 Cleveland, Ohio. 


" Bend prices and complete information on Opex Spotglaze. 


Name 


SHER WIN- 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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bristles, the mottle will be small, 
and by using the one with long 
bristles the mottle will be larger. 

Stipple the articles for a few 
minutes until the green starts to 
form; when you think there is 
enough green on the surface, hang 
the articles up to dry. 

When the surfaces are 
thoroughly dry, lacquer them with 
a good grade of clear lacquer. 
After the lacquer has dried for 
half an hour or more, the finished 
surfaces should be waxed. Liquid 
wax can be used, or one can use 
beeswax on a tampico wheel 
mounted on a slow lathe. This 
will produce an egg-shell finish. 
Articles having highlights can be 
relieved; they can be made brown 
or black, with the green left only 
in the recesses.—A. L. Medel. 


When the Spray Gun Isn’t 


In Use 


We have tried various methods 
of maintaining a clean and efficient 
spray gun, keeping it convenient 
and quickly adaptable for the be- 
ginning of each day, and the fol- 
lowing has proved satisfactory: 

Secure an old pail of about two 
gallons capacity—one with a slip- 
down lid or cover; a used putty 
tin fills the bill nicely. Next take 
some small strong cord, such as 
fishing line, and secure one end 
to the bench or shelf. Tie a slip 
knot in the other end and to this 
attach the gun. Now place the 
cord over the edge of the pail ar- 
ranging it so the gun will hang 
just so deep. 

If the gun is so constructed that 
the spray head and fluid chamber 
can be easily removed, then so 
much the better. You will find 
that the cover will fit down reason- 
ably tight, therefore very little 


evaporation takes place. Put into 
the pail a mixture consisting of 
two parts gasoline to one part of 
ordinary lacquer thinner. Of 
course, the lacquer thinner stays 
on top but it is not strong enough 
to attack the alloy or metal ma- 


terial of the gun. 

Any varnish or lacquer that is 
allowed to remain on the gun from 
the previous day’s work seems to 
“jell” and lose its adhesive quali- 
ties. I have taken a gun from this 
mixture when one could almost 
shake it clean—J. W. M. 


Oven Test Blueprints 


The Swartwout Co., (Metal insu- 
lated ovens), 18511 Euclid Ave., 
Cleveland, Ohio, is offering free of 
charge Swartwout oven-test blue- 
prints which include charts for 
checking oven temperatures; also 
other literature pertaining to ovens 
and oven heat for bake finishing. 


New Watson Catalog Available 


The Geo. E. Watson Co., 164 W. 
Lake St., Chicago, lll., has its new 
catalog ready for distribution. In ad- 
dition to illustrating and describing 
the complete Watson line, it contains 
much information on finishing in its 
various branches. An unusual fea- 
ture of this catalog is a section on 
Lettering—How to do it and how to 
learn it. 


New Wire Cloth Bulletin 


A four-page bulletin entitled, “Wire 
Cloth. All Meshes, All Weaves, All 
Lengths, All Widths, All Metals” has 
just been published by the Newark 
Wire Cloth Co., 351-365 Verona Ave., 
Newark, N. J. The bulletin shows a 
number of typical examples of wire 
cloth varying from 1-in. space to 300 
mesh. It tells about the 400-mesh 
wire cloth which is the finest in the 
world—160,000 square holes per square 
inch. It gives the latest information 
on Gasketed Metallic Filter Cloth, on 
the new Testing Sieve, with inside 
rounded corners and all soldering on 
outside, on Foundry Riddles, the Re- 
newable Bottom Sieve and Metallic 
Filter Cloth. A copy will be sent free 
to any reader who mentions this pub- 
lication. 
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MODEL 84 


Instantaneous ma- 
8 terial shutoff after 
release of Trigger 
Well balanced pis- 

9 col grip handle 
Handle and Con- 
1 0 tainer of even height 
so gun will not tip 
over when set down 


4 Positive cil feed to = - 11 Non-Breakable 

compressor connector 

5 Rota Compressor 1 = + Motor 
develops constant —for use on AC 
pressure of 25 to 30 lbs. «De sian 
Double Filtration in- 2 12 

atomization with ma- BETS 14 12% ft. 3 Ply Rub- 
terials ye lose with 
Metal base, attractive- 

7 Wy finished 15 

swit 


J For more than a year, Presto Engineers have been 
designing, testing and developing the new Presto 
Electric Spraying Unit Model 84. A spraying 
unit makes for faster, cheaper 
° cation 0! ints, varnishes, lacquers, enamels, 
To “Lick” High bones and other liquids 
Presto engineers build the a 
7 . separate air compressor, to the gun light in 
P ainting Costs weight and easy to handle. They put in a more 
powerful motor and bigger compressor, to provide 
0 a larger volume of pressure and more 
Price $3.Q20 speed. Study the many advantages shown above 
‘ner order from your Jobber today—immediate 


Fill in end mail the coupon for the special Please send me the special folder 
folder on the Presto Floor Type Electric 
Spraying Unit Model 84 to the 


METAL SPECIALTIES MFG. CO. 
338-352 N. Kedzie Ave. Chicago, Ill. 


Name 


Address 


IF-11 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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MoTES ON LACQUERS 


Reviewing and classifying the essential constituents of modern nitro- 
cellulose lacquers and explaining in detail the character- 
istics and purposes of each ingredient— 
on practical performance 


By Chas. Lipshitz 


LEAR LACQUERS are made 

up from the following essen- 
tial constituents: (1) nitrocellu- 
lose; (2) plasticizers; (3) gums; 
(4) solvents; (5) diluents. Flat 
lacquers contain, in addition, a 
flattening agent, and colored lac- 
guers or enamels a pigment. 

In the above classification of 
materials, the first three are col- 
lectively called the _ residuals, 
since they remain on the surface 
and form the finish after the lac- 
quer dries. The latter two 
(solvents and diluents) are known 
as the volatiles, since they evap- 
orate completely and serve no use- 
ful purpose except to hoid the 
residuals in solution and make it 
possible to spray them. 

The functions, nature and ef- 
fect of these five classes of mate- 
rials will now be considered 
separately. 


Nitrocellulose 

Nitrocellulose is used primarily 
to give the lacquer strength, 
elasticity, hardness and toughness. 
It also serves to cause the lacquer 
to “set up” quickly and so prevents 
it from running. It has little ad- 
hesion however and, if used alone 
or in too large an amount, would 
not make a good lacquer. Lac- 
quers containing large amounts of 
nitrocellulose are very hard and 
wear well, but they are difficult 
to rub, much inclined to “bridge” 
over mouldings, etc., and contain 
only small quantities of residuals 


at spraying consistency. On ac- 
count of this last feature several 
coats are required to get a satis- 
factory depth of finish. 


There are many varieties of 
nitrocellulose which differ chiefly 
in their viscosity. The term 
“viscosity” relates to the thickness 
of the solution in which the N.C. is 
dissolved. Whatever the type of 
nitrocellulose, the greater the per- 
centage of it in solution the 
thicker the solution will be, but 
low-viscosity nitrocellulose, weight 
for weight, does not thicken the 
solution nearly so much as does 
high viscosity N.C. Consequently, 
one solution may be quite thin, 
while another containing the same 
amount of N.C. may be quite thick. 
This often misleads persons who 
do not understand it, and prompts 
them to think that in a heavy lac- 
quer, which requires a _ large 
amount of thinner, they are get- 
ting more “body”—that is resi- 
duals—than they could obtain in 
a thinner lacquer. This may or 
may not be true. The thickness of 
the lacquer means nothing. It 
may be only “false body” produced 
by using only a small quantity of 
high-viscosity nitrocellulose. 

The viscosity of the nitrocellu- 
lose is the thing that limits the 
amount of residuals (real “body”) 
which can be put into a lacquer 
without making it too thick to 
spray. On this account, lacquer 
manufacturers use _half-second 
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cotton (the lowest viscosity ob- 
tainable until recently) in making 
their furniture lacquers, combin- 
ing it of course in the proper pro- 
portions with gums and plastici- 
zers, as will be explained later. 

At spraying consistency it is 
possible to have eight to ten per- 
cent of half-second nitrocellulose 
in a lacquer, but only 1/3 to 1/4 
as much high-viscosity nitrocellu- 
lose could be used. Since a fairly 
constant proportion must always 
be maintained between the nitro- 
cellulose and the gums and plas- 
ticizers, these latter must be cut 
down also when high-viscosity 
nitrocellulose is used, even though 
they do not themselves increase 
the viscosity of the solution. On 
this account the use of lacquers 
was confined to metals until the 
manufacture of low-viscosity nitro- 
cellulose became possible, and in 
turn made it possible to make lac- 
quers containing enough residuals 
to be used on wood, and still be 
thin enough to spray. 


Plasticizers 


Plasticizers are substances of 
an oily nature (usually) which are 
solvents both for nitrocellulose 
and gums. They do not evaporate 
—or if they do, they evaporate so 
slowly that they remain in the 
lacquer for months after it has 
been sprayed, and keep the film 
flexible. Their purpose is to help 
the lacquer to flow out better than 
it would otherwise, to make the 
film adhere well and to make it 
elastic. Lacquers deficient in 
plasticizer are brittle, have poor 
adhesion and are inclined to check 
after their use as a finishing mate- 
rial. Lacquers which have too 
much plasticizer are too soft or, 
if the plasticizer is much in ex- 
cess, they may remain tacky and 
refuse to dry at all. The plastici- 


zers most commonly used are 
dibutyl phthalate, lindol, castor 
oil and rapeseed oil. 


Gums 

The gums mostly used in lac- 
quers are ester gum, damar, elemi, 
pontianak, Manilla, kauri and 
sometimes shellac. Gums give 
better adhesion, reduce the tend- 
ency to “bridge,” make lacquers 
rub more easily, give better gioss 
and increase the residuals without 
causing much increase in the vis- 
cosity. Within the proper limits, 
they are very desirable ingredients 
of lacquers, but they have disad- 
vantages which restrict their use 
to a certain extent. For instance, 
they retard the drying and tend to 
produce a soft film which is easily 
scratched. They also tend to give 
a poor flow out and to make the 
lacquer run or sag. When used in 
excess of 60 to 65 percent of the 
total residuals, they give a very 
poor film, resembling a spirit var- 
nish almost as much as a lacquer. 
By making a lacquer in this way 
it is possible to obtain high resid- 
uals and get a deep finish in a 
comparatively few coats; but this 
can be done only by sacrificing 
such qualities as fast-drying, good 
flow-out and the hardness and 
toughness of the film. 


Solvents 

The solvents most frequently 
employed in lacquers are alcohol, 
ethyl acetate, butanol, butyl ace- 
tate, amyl acetate, cellosolve, 
butyl propionate and cellosolve 
acetate. The first two of these 
are called low boilers and the 
others are high boilers. They are 
used to dissolve the nitrocellulose 
and the gums used in the lacquer, 
but particularly the nitrocellulose. 

The choice of solvents is gov- 
erned by the gums used and by 
the kind of lacquer one is making. 
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The flow-out, resistance to blush 
and rate of drying are very largely 
governed by the choice of solvents. 
The low boilers are cheaper than 
the high boilers but are not so 
satisfactory. The high boilers, of 
course, make lacquers dry more 
slowly, but they are less suscepti- 
ble to blush and give better flow- 
out. 
Diluents 

In this group come toluol, xylol 
and various very light petroleum 
distillates. They cost less than 
the nitrocellulose solvents and 
usually are better solvents for the 
gums. They may be used advan- 
tageously in amounts about equal 
to the nitrocellulose solvents but 
not above this limit. They also 
help to prevent blushing. 


General 
The qualities desired in a good 
lacquer are: 


1—Rapid drying. 
2—A hard tough film. 


For Dependable Finish 


Auto Lacquers 
Wood Lacquers 
Metal Lacquers 
Of Superior Quality 
Chas. Cooper & Co. 


10° Mulberry St. New York, N.Y. 
Works: Newark, N.J. Established 1857 


AU 


Rosin Ester Gum 115 C 
Congo “ 135C 
Manila 140°C 
Gums cut, fused or treated to meet 
individual requirements. 
ROBERT RAUH, Inc. 
480-490 Frelinghuysen Ave., Newark,N.J. 


3—High residual content at spray- 

ing consistency. 

4—Ease of rubbing. 

5—Good flow-out. 

6—Freedom from runs or sags. 

7—Freedom from blush. 

&8—Low cost. 

9—Good adhesion. 

10—Freedom from bridging. 

A little thought will convince 
one that it is not possible to obtain 
a maximum of each of these in one 
lacquer. Inevitably, as we get 
closer to one of them, we must go 
farther away from some other. 
For instance, we can make a very 
hard tough lacquer by using a high 
percentage of nitrocellulose, a 
moderate amount of plasticizer 
and very little gum. But this 
same lacquer would not rub easily 
(because of its hardness and 
toughness). It would not have 
good adhesion and would “bridge” 
badly. And at spraying consist- 
ency it would have a low residual 
content. As another example, we 
can easily make a lacquer which 
will flow out very well, but to do 
this we would have to use fairly 
large amounts of high-boiling sol- 
vents which would run up the cost 
and make it dry slowly. 

The best the lacquer manufac- 
turer can do therefore, is to study 
the requirements of his customer 
and strike the best average he can 
among the above ten desirable 
properties. Or, for a special pur- 
pose where one property is much 
more important than the others, 
he can make a special lacquer to 
meet it. This lacquer would be 
very poorly adapted to other uses, 
however. An example is a desk- 
top lacquer which is applied only 
to flat surfaces, but which must 
be very hard and tough. A lacquer 
of this type would bridge so badly 
that it could not be used at all on 
mouldings or carved surfaces. 
It would also be fairly expensive 
and would have low residuals. 
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THE NEW 


BYRNES 


PURE-SHELLAC-BASE 
SEALING FIRST-COATER 


A seater 


and first-coater of practically 
universal application that is 
BETTER .... because it is made 
of PURE SHELLAC... . be- 


cause it is priced to compete 
with sealers based on cheap 
Manila Copal . . . . because, 
wax-free, it has more building 
body .... and because, un- 
like other sealers, it can be 
reduced up to 50 percent. 


JAMES W. BYRNES 


SHELLAC COMPANY INC 


PURE SHELLAC IN EVERY FORM 
162 FRONT STREET NEW YORK CITY 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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“Recently I visited a number of furniture plants 
and, in the course of my work, checked up on the 
performance of some of the finishing operations. It’s 
surprising the number of plants that are content to 
‘rock along’ with a performance of less than the 
average, to say nothing of attempting to copy after 


those that may be considered ‘best’. 


“This article is dictated with the end in view of 
stimulating furniture manufacturers to obtain more 
effective operation of their finishing departments”— 


DERFORMAACE IN 
FanisHine Operations 


Industrial Consultant shows how practical rates for the payment of 
production work in finishing and trimming operations reward 
workmen in proportion to what they do, and reduce 
production costs for the company 


By C. F. Seribner, M. E. 


EARLY EVERY progressive 
furniture plant today has 
found it necessary to place their 
finishing and trimming depart- 
ments on some basis where em- 
ployes are paid for what they turn 
out. 

This has led to a more or less 
general introduction of piece work 
and in a number of cases, where 
piece rates have been set from 
records of past performance, com- 
bined with “judgment” of the fore- 
men, the results have not been 
permanently satisfactory, either to 
the workers or to the management. 

Because of an extensive experi- 
ence in correcting some of these 
unsatisfactory conditions, the 
writer is emphatic on four points 
in reference to rate-setting in the 
woodworking industries: 

lst.—Past performance is no in- 
dication whatever of the poten- 
tiality of pace at which an opera- 
tion should be regularly performed. 


2nd.—The judgment of a fore- 
man or superintendent is limited 
to their own personal experience, 
hence may be decidedly defective 
from lack of knowledge of most 
progressive methods, processes, 
and times required. 

3rd.—No rate should be estab- 
lished until the methods of per- 
forming each operation have been 
developed to the maximum, and a 
high degree of activity has been 
reached by the operator. 

4th.—Rates once established on 
this basis should be guaranteed 
against change for a definite period. 
Rase pay should be guaranteed to 
employes for a limited period dur- 
ing the the introduction of the 
new rates. 

It is on the basis of these factors 
that the “times” indicated in 
Table I have been established, 
combined with practical time study 
analysis of each operation. Their 
use has resulted in a substantial 
reduction in labor cost; a decrease 
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Free Trial Size 
to prove that 
LINGERWETT 


is a better 
remover. 


We are entirely con- 
vinced—by both scientific 
and practical working com- 
parisons—that Lingerwett 
is the best remover of 
paint, varnish, enamel, lac- 
quer and shellac to be had 
today. And many thou- 
sands of users are con- 
vinced, for Lingerwett is 
the largest selling remover 
in America. 


But we want you to be 
convinced. 

That is why we offer to 
send you entirely free a 
trial can for you to try out 
right on one of your own 
jobs. If Lingerwett is the 
best remover, you want to 
know it, because it will 
mean more efficiency and 
more profit in your work. 

The coupon is for your 
convenience, 


THE WILSON-IMPERIAL COMPANY 
Newark, N. J. 


Mail coupon for Free Lingerwett 


The Wilson-Imperial Company 
115 Chestnut St., Newark, N. J. 


Please send me a free trial can of Lingerwett. 


Kindly mention INDUSTRIAL FINISHING when writing adv: 
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TABLE |.—Man-Hours per 100 Units 

Article Spray stain ow Spray Lacquer 

Finished and high lite Shellac 1st Coat 2nd Coat 
Buffet 60” x 20” 53.2 33.4 40.0 32.0 
Buffet 66” x 22” 60.0 40.0 46.8 37. 
Buffet 72” x 22” 66.6 50.0 60.0 48.0 
Server 40” x 20” 26.6 16.7 20.0 16.0 
Side Chairs 8.0 6.6 7.2 5.75 
Arm Chairs 10.6 9.2 10.2 8.15 
Desk Chairs 9.2 6.0 6.6 5.28 


The above are based on 
using one 2-man earnings of 


For 10 or more es, use “times” in- 
dicated in Table 


each gang — Nm to be divided as For 7 to 10 pieces............. add 10% 
follows: For $ to 7 pieces............. add 15% 
Spray Operator to receive........ - add 20% 
Spray Helper to receive............ 40% ee ee add 28% 


in the number of employes neces- 
sary for a given volume; and a 
marked increase in the wages 
earned by the employes retained. 

The finishing operations are 
similar in character as those per- 
formed in every furniture manu- 
facturing plant. The trimming or 
“upfitting,” as it is sometimes 
called, is made up of a number of 
operation steps some of which are 
used on certain patterns and some 
on other patterns. 

In a four-week period the activ- 
ity of employes working on these 
rates has been brought up to 
slightly over 105 percent, which 


from 20 to 25 percent. It must be 
kept in mind that the former ac- 
tivity—before these rates were 
made effective—averaged about 65 
percent, as compared to the rates 
shown in these tables. 

By expressing the rates in terms 
of man-hours, a substantial reduc- 
tion has been made in the labor 
cost of these operations. This has 
been brought about by training 
lower hourly-rated employes to 
perform certain operations, in the 
place of higher  hourly-rated 
workers who would not adapt 
themselves to the new methods 
and a more steady and regular 


gives them increased earnings activity. 
TABLE t!l.—Trimming Department 
Operation: Trimming buffets, chinas, servers, etc. Add the times for the 7, 

tion steps actually performed in each instance. For quantities less than five of a kind, 
add 15% to time given in this table. All time in Man-Hours per 100 Units. 

Operation Step Buffet China Server 
Bring up and arrange unit 2.66 2.02 1.33 
Put bottom in cutlery drawer 4.00 shee rr 
Hang and adjust 2 cupboard doors 29.40 otae 
Hang large door and test lock came 5.35 
Line cutlery drawer, including cutting material 16.00 een 
Remove door and shelves, apply 8 shelf brackets 

and replace shelves on 16.00 eens 
Apply glass and grill in door 13.33 
Attach strip, top rabbeted 4.00 — 2.67 
Attach strip, top not rabbeted 5.33 4.00 
Apply pulls to drawers & doors 2 3 4 5 6 7 

With escutcheon plate 3.74 5.07 6.53 8.00 9.35 10.67 12.15 

Without escutcheon plate 2.80 3.74 4.67 5.60 6.53 .44 8.42 
Remove runners and apply glides, 4 6 8 
(Man-Hours per 100 units) 2.77 4.00 5.33 
Drill for and apply spring catches, 1 2 3 4 
(Man-Hours per 100 units) 2.80 4.67 §.53 8.42 


A 
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We are interested in: 
wide O Sheets, size......... Pads, size............ 


Kindly mention INDUSTRIAL FINISHING when writing ad 


cquer 
1 Coat Are You Proud of the Finish 
37.4 
48:0 on YOUR Product? 
5.75 
8.15 
5.28 
es” in- 
d 10% 
15% 
d 20% 
28% 
—— 
ist be 
were 
put 65 pee 
rates 
terms 
educ- Typical TRICO radiator cover, which is sure to reach its destina- 7 
labor tion with the same beautiful finish because it is shipped with 
s has Kimpak protection. 
ining “Kimpak is used exclusively in the packing of Trico Radiator Covers and ~ 
2s to Enclosures. It assumes the major portion of our packing process. Kimpak : 
n the has proven to be the only logical protection against the marring of the high Bt 
rated grade finishes on our products. It is with sincerest satisfaction that we rec- Ki 
adapt ommend its use in packing highly polished and well finished metal et. 
thods products.” 
gular 
H. P. SHERMAN, Sales Mer. . 
Trico, Inc. Chicago, Ill. 
1 Kind, 
Crepe 
Wadding 
REG. U.S. PAT. OFF. and Foreign Countries 
O O 0 OO MAIL THIS COUPON FOR FREE SAMPLE ROLLO OOO oO 7 
KIMBERLY-CLARK CORPORATION, Neenah, Wis. 
2.67 a Address Home Office or Sales Office at: ! = 
4.00 t 208 S. La Salle St., Chicago, Ill. 122 E. 42nd St., New York City ' a 
1 We accept your offer to send roll KIMPAK crepe wadding to test 8 g 
99.35 : out under actual conditions. Also send prices. I. F. 11 : 
8 
5.33 | «  Attention.......... i 
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“I am submitting some sketches and descriptive 
matter pertaining to finishing room equipment, as 


installed at the plant of the Aurora Coffin Co. I hope 
this will suit your purpose and will prove of interest 


Spray PROTECTION 


What fire preventative and emergency equipment one concern has 
installed at each spray booth to minimize the fire hazard 
and any possible damage in case a 
fire does start 


to your readers.” — 


HE WIDESPREAD use of lac- 
quers of a highly volatile and 
inflammable nature has brought 
with it problems of safety and 
cleanliness in the finishing room. 
While varnish is inflammable to 
some extent, it does not approach 
lacquer as a fire hazard. The 
increasing use of lacquer mate- 
rials for all kinds of industrial 
finishing has caused insurance 
companies to become more and 
more rigid in their fire-prevention 
requirements. Plant executives 
are some times inclined to get 
impatient with the insistent de- 
mands of fire and liability in- 
surance inspectors, but some 
recent disasters arising from the 
careless use of these highly ex- 
plosive materials have caused 
tremendous property losses and, in 
some cases, even the loss of lives. 

When we consider that lacquer 
is primarily the same substance 
as gun cotton, we can realize that 
in using this material we are 
literally “playing with fire.” No 
precaution should seem “too much 
trouble” to take when the spark 
from the nail in a man’s shoe 


By Raymond Thayer 


striking against a metal plate on 
the floor may be the cause of an 
immediate and terrible catastro- 
phe. 

In the plant of the Aurora Cof- 
fin Co. at Aurora, Ind., factory 
manager W. E. Barrott has com- 
pleted a spray booth installation 
that is worthy of study. 

The essential points of this 
installation are indicated in Fig. 
1 which is intended to represent 
a vertical cross section of the 
booth. The booth itself is a 
standard metal compartment pro- 
vided with the usual exhaust fan 
operated by a motor mounted out- 
side the exhaust pipe. Directly 
under the ceiling, over the booth 
and projecting downward at the 
edges, is a sheet iron hood. Be- 
tween the sheet iron and the ceil- 
ing are layers of sheet asbestos. 
The object of this hood is to con- 
fine any small flame to that 
immediate vicinity, where it will 
be extinguished by the sprinkler 
heads within the hood. This helps 
to prevent much of the water dam- 
age which usually results from 
the opening of sprinkler heads. 


iwc t 
4s 


Purity Is STILL A VIRTUE 


The word “Pure” has a meaning all its own for the 
buyer of shellac. Pure Shellac is not doped with wax, 
rosin, copal, guncotton, or other adulterants. The base 
of Pure Shellac is always 100 per cent shellac gum. 


It is never anything else. 


Substitute shellacs and sealers, however, contain 
mighty little or no shellac gum whatever in their 


formulae! Obviously, even though 
such substances masquerade under 
trick names that end in “-lac” and 
sound like “shellac,” they are no more 
like the genuine article than glass is 
like a diamond. Their only appeal is 
their low price, but at that they actually 
are more expensive because of the 
poor service they render. 


Always make sure that the word 
“Pure” (Pure White Shellac or Pure 
Orange Shellac) is on the label of 
every can of shellac that is delivered 
to you. For purity in shellac is, in- 
deed, a virtue. 


American Bleached Shellac Manu- 
facturers Association, 330 Seventh 
Avenue, New York, N. Y. 


THERE IS NO SUBSTITUTE FOR 


PURE SHELLAC 


lac’’ standin 

may mean 

But “Pure Shel- 
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means that his 
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Copvetaia, 2000, by American Bleached Shellac Manufacturers Association. 
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for Wires ete 


Sheet Iron Hood 


Exhoust Fan 


Booth 


On the floor of the booth and 
over the area immediately sur- 
rounding it, a waterproof composi- 
tion material has been laid and 
troweled so as to slope from a 
wood ramp around the outside 
edges toward a drain located at 
the center of the area. This 
drained area of the floor is slightly 
larger than the sheet iron hood 
above the booth. It is obvious 


Fig. 1—Cross-sectional drawing to indicate relative positi of pi 
below and above spray booth and vicinity. 


equipment 


that in the event of the opening of 
a sprinkler head within the booth, 
or any located under the metal 
hood, the resultant flow of water 
will be drained away safely, with- 
out damaging the rest of the room 
or the room below. 

The drain has a further advan- 
tage: It drains away the cleaning 
material (of soapy consistency) 
applied to the metal interior of 


OIL-LAC 


A Cheap Finish on Novelties 
Backing Up Table Tops 


Dries in 10 Minutes 


Cuts the cost 50% to 200% whether using varnish 
or lacquer finish, for the following places 
Inside Radio and Music Cabinets 


5 Gallon Sample at Drum Price 
The Columbus Varnish Co. 


COATER 


A Drawer Coater 
Inside China Cabinets 
Backing Up Case Goods 


A Flat Wax Finish 


Columbus, Ohio 
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SYPHON VENTILATED CABINET 


HE ‘“‘“NEWCOMB” GIVES YOU 

everything you could want in a 
spraying cabinet and much more 
than you have thought possible. 


Let us go over your spray cabinet problems with you. 
We can equip you for every spray cabinet requirement. 
Inside or outside installation. 


Grand Rapids Blow Pipe and Dust 


Fam 


is Arrester Company 
Dust Collecting Systems 527 Monroe Ave. Grand Rapids, Michigan 
io 
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EGYP TIAN Lacquers luxe compar 


running in Calif 
Egyptiay. Lacqu 


THE EGYPTIAN LACQUER MBG. CO., INC. ach berth ie 
90 West Street, New York basin, hot and 
Compictely equipped branches vacuum bottle, 

in Atlanta, Boston, Buffalo, Chicago, Cincinnati, space for bagga 


Cleveland, Dallas, Detroit, Kansas City, Los Angeles, 
Montreal, Philadelphia, Porcland, Ore., San Fran- 
cisco, Seattle, Spokane, St. Lou 
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The maker who is proud 
of what he makes uses 
Egyptian Lacquers 


_atest Leviathan 


of the road is 


Ecyptian-finished 


etal viork on this Pickwick stage—a 
luxe compartment sleeper bus now 
nning in California—is finished with 
ry ptiag. Lacquers. 

Each berth is equipped with a wash 
sin, hot and cold running water, 
cuum bottle, drinking cups, ash tray, 
ice for baggage, an folding table. 


Inside and Out! 


The bus is manned by driver, porter, 
and steward. There is a complete 
kitchenette, and meals are served. There 
is a complete toilet and lavatory. In 
other words, the bus has everything! 

When people build the proudest lead- 
ers of their lines—they bring their fin- 
ishing problems to Egyptian! 


—— - 
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INCE 1890 we have made 
only superior quality lac- 
quers, because inferior qual- 
ity is always disappointing, no 
matter how cheap it may be. 


No great success was ever 
made with an inferior prod- 
uct. Thatis one reason we 


don’t make it. 
e 
G. J. Nikolas & Co., Inc. 
1227-35 Van Buren Street 
CHICAGO, ILL. 
Branches: 

33-35 Grand St., Brooklyn 
Ask for our Beautiful 1150 Venice Blvd., Los Angeles 
Color-Card. Free. 73 Main St., San Francisco 
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the booth. All waste finishing 
materials from the spray gun are 
therefore prevented from adher- 
ing to the metal, and when a clean- 
ing job is needed it is accomplished 
by flushing out the booth with a 
hose attached to a convenient 
water supply pipe. 

All principal supplies of in- 
flammable materials are stored in 
a separate building. Materials 
required for immediate use are 
kept in containers placed on con- 
venient tilting racks. The con- 
tainers are plainly labeled to 
indicate the contents. The small 
drawing marked Fig. 2 illustrates 


A Paint, A Varnish, A Lacquer 
The three combined in 


COOPER’S 
COMBINED 
LACQUER 


Made in seven primary colors 
which can be mixed for any shade 


Used either for 
BRUSH, DIP or SPRAY 


Lacquer Manufacturers 
For Seventy-two Suan! 


Chas. Cooper & Co. 


10 Mulberry St. New York, N. Y. 


Works: Newark, N. J. 
Established 1857 


For Over 40 Years 


BESECO-LACQUERS 
Have Stood the Test of Time 
Nitro-Cellulose Solutions of all Kinds. 
Bloomfield Chemical Co. 


Works P. O. Box 233 
Harrison, N. J. Newark, N. J. 


the construction of the racks and 
the method of tipping the con- 
tainer to remove the liquid. The 
front leg of the rack is hinged 
to the floor with an ordinary strap 
hinge. 

“In this booth installation,” Mr. 
Barrott declares, “‘we have merely 
tried to carry out in a thorough 


Fig. 2—Material container mounted on 
ilting rack 

and workmanlike manner the re- 
quirements of our insurance com- 
pany. However, we find that the 
time saved in cleaning the booth 
will offset the expenditure in- 
volved, so that from a strictly 
business point of view, as well as 
from a humane angle, the outlay 
is justified.” 


Curtis Mfg. Co. Elects 
New President 


Walter C. Hecker, formerly Senior 
Vice-President, was elected last week 
to the Presidency of the Curtis Mfg. 
Co. and its subsidiary companies, in- 
cluding Curtis Pneumatic Machinery 
Co., Curtis Saw Co. and Curtis 
Clutch Dise Co. 

E. H. Steedman, retiring President, 
retains his place on the Board of 
Directors. 

Mr. Hecker became associated 
with the Curtis organization in 1905, 
as Sales Manager, shortly thereafter 
becoming Secretary, subsequently 
Vice-President and now President. 
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Breathe Pure Air 


The Willson Dustite Respirator for dust 
and spray filters the air you breathe, keep- 
ing back all fine dusts and spray encoun- 
tered in industrial operations. Filters and 
all other parts easily replaced. Price, with 
12 filters, $2.25 each. Extra filters $1.15 
per box of 100. Discounts quoted to firms 
buying dozen or more. 


Manufactured by 
Willson Products, Inc. 


Reading, Pennsylvania 
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Packing to Protect 
Radiator Cover Finish 


Referring to Mr. J. B. Nealey’s 
article entitled “Steel Radiator 
Covers,” which begins on page 77 
of September INpuUsTRIAL FINISH- 
ING, we notice an error in reference 
to the packing of these covers for 
shipment. On page 82, second line, 
the author says: “The ‘piano’ 
finish must be carefully protected 
by cotton packing material... ” 

The fact is thai cotton packing 
isn’t used. Trico, Inc., uses “Kim- 
pak” which is “a wood fiber prod- 
uct, white as cotton, soft as down 

. an ideal safeguard against 
pad marks, printing and scratch- 
ing.”—Kimberly-Clark Corp., Nee- 
nah, Wis. 


Glue Sizing Over-Dried 
Wood Parts 


With the fall and winter months 
at hand, anyone who has had 
experience in the finishing depart- 
ment knows the difficulties that 
are always just around the corner. 
With artificial heat turned on and 
much of the outside air excluded, 
natural atmospheric conditions 
are cut off. 

There are many hot dry areas 
in every room and, in general, the 
customary humidity or usual per- 
centage of moisture content is 
reduced perceptably. Then the 
unfinished stock on hand is natu- 
rally subject to conditional tem- 
peratures and changes, and unless 
the relative humidity and temper- 
ature are almost perfectly con- 
trolled, we are sure to have the 
so-called veneer checks, hair lines 
and open glue joints, which are 
due to contraction of the wood. 

During summer, when the air 
circulates freely throughout the 
factory, Nature’s supply of just 
the right amount of moisture or 


Spray Booths 


XCEM is a tested cleaning material afford- 
ing a simple, safe, efficient and economical 
method of removing accumulations from 


spray booths. Developed to meet specific 
needs in the automotive industry, XCEM 
now finds unlimited use in all industries 
where finishing materials are applied—it 
cleans spray booths, spray guns, paint 
brushes and pots, metal parts and removes 
old finishes, etc. 


Reduces Fire Hazards 
Improves Working Conditions 
tolerated. 


ment, the accumula- 


tion of lacquer may { 
become a menacin 

flame to quae an 
top uction. 
XCEM easily cleans 
spray booths, making 
the job an economical 
one from standpoint 
of time and_ cost. 
Clean spray booths 

also contribute to bet- ; 
ter working  condi- \\ 
tions, lessen waste 

and eliminate minor 

defects in spraying." We will be glad to 
demonstrate XCEM at your convenience, 
without obligation. 


Address Dept. A 
for further data 
—XCEM cleans! 


MAGNUSON PRODUCTS 
CORPORATION 


3rd and Hoyt Sts. BROOKLYN, N. Y. 


Unclean spray booths 
present a fire hazard 
that should not be 
Any mo- 


Warehouses and Representatives 
in Principal Cities 
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There are Only 
3 Things 


THE NEW 
CROWN 


No. 12 GUN 
Can Do For You— 


No other gun of its price will do more 
....many will not do as much... . but, 
with the new No. 12 gun you are abso- 
lutely certain of: 


1-THE FINEST FINISHING on 


wood or metal 


2-SPEEDY OPERATION with all 


materials 


3- TRUE ECONOMY both in operat- 
ing cost and maintenance 


These combine to make more profit for 
Crown No. 12 users....... a remarkable 
profit when you consider its COM- 
PLETE PRICE IS $16.00. 

We'll be glad tosend full details showin 
how and why it’s such a money-maker! 


CROWN SPRAY 
GUN MFG. CO. 


1216-18 Venice!Bivd. Los Angeles 


humidity is taken up (absorbed) 
by the stock. But when artificial 
heat is turned on and outside air 
is almost excluded from the 
heated rooms, the stock gradually 
undergoes a slow redrying process 
(unless equipment and methods 
are employed to counteract the ex- 
cessively dry condition of the air) 
and it is then that things begin 
to happen. 

I have had considerable experi- 
ence along this line and have tried 
many of the so-called sealers and 
primers which are, to a certain 
degree, efficient and practical. 
But it is here I wish to discuss 
the possibilities and results of a 
preliminary glue sizing. I have 
seen panels in which the veneer 
joints were open the entire length 
of the panel and (usually it is 
sliced or rotary veneer) the face 
surface contained many little open- 
ings, such as hair lines or checks. 
If finished in the regular way, 
these defects would be magnified 
to such an extent that the finished 
job would be “impossible.” 

But if stock in this condition is 
given a thin glue sizing just before 
its final cleaning up in the cabinet 
room the “surface can be saved” 
and it will finish up satisfactorily. 
The glue size is made simply by 
reducing down with warm water 
some cooked glue, making it about 
the same consistency as shellac 
or primer as arranged for the 
spray, or just a little heavier or 
thicker than water. 

This glue size is rubbed on 
swiftly and evenly with a sponge 
and allowed to dry from three to 
five hours before it receives the 
final sanding or polishing. I have 
found that it will almost invari- 
ably eliminate these troubles until 
the application of the final finish, 
which seals and protects the 
veneered surfaces permanently. 

A word of caution must be 
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added here: If the size is made 
too thick or applied too freely and 
sanded in a hit-and-miss way, it 
might interfere with the stain and 
filler penetration, therefore giving 
a light and spotted effect; but if 
reasonable care is exercised the 
glue sizing will perform its work 
satisfactorily, binding the many 
little fibers together and raising 
the loose fuzzy particles which, 
after drying, are readily cut off 
in the final sanding. In a measure 
then, the glue sizing supports the 
filler and succeeding applications 
of finish. 

I have also used the above men- 
tioned mixture with satisfactory 
results after a very light applica- 
tion of oil stain, sanding off lightly 
with No. 4/0 sandpaper. 

Equally as good results have 
been obtained on gum wood turn- 
ings. Recently a large number of 
these turnings were started 
through our factory; upon close 
inspection they were found to con- 
tain little waves and ruptured 
places due to the use of faulty 
knives or a careless set-up at the 
automatic lathe. These places 
were too low to surface up prop- 
erly with a sanding operation, 
consequently they afforded a more 
raw and absorbent area, permit- 
ting the stains and fillers a deeper 
penetration which would leave 
little dark rings and spots, while 
the high places or regular contour 
of the turning would be okey. 

A thin application of glue size 
was applied and, when dry, this 
was followed by a light sanding 
with a fine grade of cabinet sand- 
paper. The results were gratify- 
ing indeed; the glue size formed 
a thin underlying film which per- 
mitted just enough penetration of 
color. 

I do not know how old the art 
of glue sizing is. Perhaps there 
are some who might think this 


iT WITH ZELLAC 


We Don’t Mean 
to Split Hairs, But— 


it’s a fact that the margin between 
your selling price and your production 
cost in recent years has often become 
pretty slender. Does this result from 
your production methods—or from 
competition forcing down prices in 
your field? Is the trouble inside or 
outside of your organization? And 
what has it got to do with lacquer? 

Well, this much: from either a pro- 
duction or a sales standpoint, correct 
grades of lacquer help you to meet the 
problem of narrowing margins. First, 
by actually reducing production costs. 
Second, by increasing your product’s 
salability and thus reinforcing its posi- 
tion in the battle of prices. 


But note this especially—we say 
“the CORRECT grade of lacquer.” 
That means lacquer produced to spe- 
cific formula for YOUR work—and at 
the same time a lacquer bought at the 
lowest price possible for the quality 
and characteristics which your work 
demands. And that, in turn, means 
ZELLAC. 


Zeller Lacquer Mfg. Co., Ine. 
20 East 49th Street, New York City 


ZELLAC 


For Every Inoustriat Purpose 


CHICAGO DENVER 
LOS ANGELES DALLAS 
PORTLAND SEATTLE 
WICHITA SAN FRANCISCO 


d) 

ir 
he 
ly | 
ss 
ds 
X- 

r) 
in 
ri- > 
ad 
id 
in 

al. 
ss 
a 
ve 
er 
th 
is \ 
ce 

n- 7 
8. 
ad 
is a 
et 4 
y. 
or 
uc 

1e 
or 

ze 
1e 
a 
‘il 
h, 


INDUSTRIAL FINISHING 


November, 1929 


B* specifying J-W-F finishing 

supplies—you can be sure 

of dependable finishing results. 

Every drum will be up to specifica- 

tion—will produce the same high 

quality finish—with a minimum of 
work. 


A month’s test in your finishing 
room—will convince you that J-W-F 
finishing supplies are all that we 
claim for them—and more. Write 
us for complete information. 


Jamestown Wood Finishing 
Co. products are guaranteed. 
If they will not do for you 
what we claim for them your 
money will be refunded. 


Fillers — Shellacs 
Varnishes — Lacquers — Enamels 


Stains — 


Jamestown 
Wood Finishing 
Company 
MAIN OFFICE AND FACTORY 


Jamestown - - New York 


BRANCHES 
Bristol, Conn. Lenoir, N. C. 


Milwaukee, Wis. New York City 


article “a little mossy,” but to 
anyone who may be confronted 
with the above mentioned prob- 
lems, my advice is: “Try it.” If 
used properly at an opportune 
time, it will prove to be an eco- 
nomical and satisfactory trouble- 
shooter on practically every oc- 
casion. 
Finishing Metal Grilles 

There seems to be an increasing 
tendency toward the use of grilles 
in the present day decorative 
schemes. After the grilles are 
manufactured, what about the 
finish? 

Many attractive pieces of 
wrought iron have had their archi- 
tectural beauty ruined by the 
wrong kind of finish. Some are 
nickel or chromium plated; others 
are oxidized; some are lacquered; 
still others are enameled. But re- 
gardless of what finish is used, it 
is often chosen with no thought 
of where the grilles are to be 
placed, what surroundings they are 
to match, or what the lighting 
scheme is, etc. 

In nearly every case, the plated 
grilles are lacquered, but often this 
lacquer peels off shortly after the 
grilles are installed. Finger marks 
on the surface before it is lac- 
quered—this is one of the main 
reasons for the lacquer peeling off 
later. 

Anything, to be properly lac- 
quered, should be cleaned first— 
cleaned perfectly. Sweat from the 
hands is sometimes left on. Some- 
times a blur shows immediately 
after lacquering; in other cases it 
shows up later. Then too, we have 
to contend with dirt, rust and 
various other things. Before the 
cleaned metal is lacquered it 
should be handled with new or 
clean canvas gloves. In some 
cases the peeling may be due to 
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Now is the time to learn 
about GE Glyptal lacquers 


Unexcelied - 


Tenacity 


WRITE FOR 
folder 


herchandise Department, 
| General Electric Company, 
| Bridgeport, Conn. 
Gentlemen: 
Please send more detailed information 
| about these new protective finishes. 


JOIN US IN THE GENERAL ELECTRIC HOUR, 


N? paint or varnish has yet 
been invented which will stick 
with a greater tenacity than G-E 
GLYPTAL lacquers. These remark- 
able finishes adhere to all surfaces, 
including even galvanized iron 
and aluminum. 


Moreover, G-E GLYPTAL lacquers 
are-time saving, money-saving fin- 
ishes. They eliminate poee and 
sizing operations in the finishing 
of metal surfaces. G-E No. 1451 
filler, recommended for use with 
GLYPTAL lacquers, possesses prim- 
ing characteristics. The lacquers 
themselves function as both primer 
and sizer. 


G-E GLYPTAL lacquers are now 
available in five colors: red, blue, 
green, brown, and aluminum— 
other colors to follow. Essentially, 
all have the same distinctive 
o— Besides preventing rust, 

ey resist alkalies, weak acids, salt 
spray, mineral oils, gasoline, and 
kerosene; they have high dielectric 
strength; and they withstand ex- 
tremely high temperatures with- 
out discoloration. 


G-E GLYPTAL lacquers are ten 
by spraying, dipping, or brushing; 
air-dry quickly; and form smoo 

tough, yet flexible finishes. Let 
the G-E Merchandise Distributor 
nearest you explain more about 
G-E GLYPTAL lacquers. If you 
prefer, fill in and mail the coupon. 


800-514D 


BROADCAST EVERY SATURDAY AT 9 P.M., E.S.T. 


ON A NATION-WIDE N.B.C. NETWORK 


GENERAL@ ELECTRIC 
GLYPTAL LACQUERS 


US PAT OFF 
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the use of poor lacquer or the im- 
proper use of good lacquer. 

In lacquering or enameling the 
metal grilles, I prefer the spray 
method always. If possible apply 
the lacquer before the grille is in- 
stalled. When the grilles are 
small enough, it is a good plan to 
hang each one up in front of the 
spray hood so it can be swung 
around to any position. Get over 
it as rapidly as possible, using thin 
lacquer. This goes also for enamel 
or bronze finishes. Spray beneath 
and above the curved parts first; 
then spray over the flat face sur- 
face; turn the grille around and 
finish off by just spraying the other 
flat side. 

Be sure your rooms are dry and 
warm, as dampness will cause lac- 
quer to bloom. The finish can be 
brushed on or applied by dipping, 
but this is not advisable where 
the spray can be utilized. It is a 
tedious messy job to remove the 
drips after dipping and draining. 
If the scroll or mesh is closely 
formed, more trouble for the 
finisher. 

Some custom finishing shops 
have a grille job to be done. The 
customer says: “Color them to suit 
yourself.” All right, if you are 
the boss, tell the customer then 
that he must take the responsi- 
bility; or better still, advise him 
to permit you a look at the place 


where they are to go. In this way 
you can be of real service to him 
in harmonizing the grilles with 
their surroundings. 

After a job is done, it is a good 
plan to save a little of the paint 
for touch-up purposes. Often this 
is needed, because grilles do get 
marred when they are assembled 
or installed. This touch-up ma- 
terial can be applied with a small 
camel’s hair brush. If you are 
using spray lacquer, the addition 
of a small amount of linseed oil or 
retarder to the touch-up color will 
prevent the lacquer from drying 
too quickly under the brush, and 
this will also enable you to do the 
job to better satisfaction.—Fred 
Mannhardat. 


The discoloring of white enamel 
is often caused by carelessness in 
allowing the baking heat to go 
over 170-deg. F. for any consider- 
able time in excess of the usual 
baking period.—T.L.B. 


Metal cleaners having high 
rosin content should be examined 
before use to determine whether 
the rosin is pulverized, as it should 
be. If lumpy, it might cause 
trouble by gumming up the article 
to be finished.—T. L. B. 


A New Name In 


Varnish finishes. 


A new name and already FAMOUS. 
Michigan's leading auto and furniture plants has proven its way to high 
favor BECAUSE: It cuts faster, it is non-blooming, it does not separate, 
it gives perfect lustre, cleaning, waxing and polishing in one operation. 


L-S Hand Rubbing Compound and Polish for all Lacquer, Enamel and 


A trial will convince and prove its merit for you. 
WATCH FOR OUR ANNOUNCEMENT ON LIQUID POLISH. 
Write us today 
Landro-Summers Co., 
12132 WOODROW WILSON AVE. 


The Polish Field 


LANDRO-SUMMERS, in 


Inc. 
DETROIT, MICHIGAN 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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Describing and illus- 
trating details of 
metal cleaning, rins- 
ing, drying, finishing 
and baking opera- 
tions in a_ well- 
equipped custom 
shop that does a vol- 
ume business in a 
variety of special 
finishes. 


By J. W. Piatt 


METAL Work 
mum Custom SHOP 


URFACE FINISH is used in 
a large measure to produce a 
pleasing variety and newness in 
all things that require protective 
coatings. Lacquering, enameling, 
japanning and kindred work, 
either for the purpose of protec- 
tive coating or for the purpose of 
improving the appearance of mer- 
chandise, are rapidly becoming 
the work of specialists—the nom- 
inal manufacturer of the merchan- 
dise being satisfied to concentrate 
his energies in the creation of the 
appliance itself. 
The development of the die- 


At of e: Gas-heated washing 
and d aledtine in operation. The 
far end is the 


t ight-co foregroun 
is the drying machine. 


casting industry and the utiliza- 
tion of light weight metals in the 
production of frames, machine 
parts and protective castings has 
brought a number of _highly- 
specialized die casting organiza- 
tions of large productive capacity 
into existence. These concerns, 
together with those engaged in 
metal stamping and machine work, 
make it possible for a large num- 
ber of manufacturers to maintain 
plants merely for assembling the 
devices they promote. 

This logically brings into ex- 
istence specialists in protective 
and ornamental coating of such 
articles. So important has this 
feature become that a class of 
plants devoted to exterior orna- 
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mental finish has been created for 
the purpose of contracting to sup- 
ply these details in the production 
of merchandise. These finishes 
change each year. One plant of 
this class is the H. S. Products 
Finishing Corporation of Brooklyn, 
N. Y. 

This firm does work on finishing 
everything that requires a protec- 
tive coating except automobiles. 


It is expert in every type of finish 
and produces exquisite grained 
finishes on metal in imitation of 
mahogany, walnut, oak, and other 
wood finishes. It specializes in 
new types of finishes, of which 
“wrinkle” is the newest of all. 
However, lacquer, enamel, crys- 
talline, veiling and other suitable 
finishes are done whenever re- 
quired. 


Variety of Products Finished 


Kaleidoscopic shifting of fash- 
ions in form and color, notwith- 
standing the pressure of standard- 
ization and mass_ production, 
brings a great variety of merchan- 
dise into this plant for protective 
and ornamental finishes. How- 
ever, the greater part of the work 
is concerned with cameras, radio 


parts, radiator enclosures, loud 
speaker shells, cabinets, and mov- 
ing and talking picture machines. 
These generally consist of die- 
cast or stamped-metal sections and 
cases that are to be given some 
suitable finish. In some instances 
objects made of wood are sent to 
this plant for surface treatment. 
All metals go through the same 
general process, differing of course, 
in peculiarities of 

the finishing ma- 

terial and its re- 

quirements in set- 

ting and baking. 


Several of the gas- 
heated drying and 
japanning ovens used 
in baking finishes on 
merchandise. All are 
operated with auto- 
matic heat controls. 


Metal Cleaning 


Metals must be thoroughly 
cleaned of grease and dirt, and 
this firm found it advisable in its 
work, which reaches the magni- 
tude of 5,000,000 or more pieces 
each year, to do this cleaning with 
an appliance that is capable of 
turning out approximately 20 times 
as much work as could be done 
with individual tanks and man 
power. 

The machine now in use is a 
gas-heated washing machine— 
which is a three-compartment de- 
vice through which parts to be 
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HE trend in drying is toward higher 

temperatures. The Nichols High Temper- 
ature Oil and Gas Fired equipment guarantees 
better distribution and absolute control of the 
heat, thus insuring more speed, greater un- 
iformity of output, increased production and 
lower unit costs. 
In addition to the well known Nichols-Mc- 
Cann-Harrison High Temperature Heaters, 
Nichols Products include Industrial Ovens, 
Conveyors, Dip Tanks, Complete Enameling 
Outfits and Structural Steel Work. We main- 
tain a complete stock of repair parts, auxilia- 
ries, etc. 


Write For Full Information Regarding 
Your Heating and Drying Requirements. 


NICHOLS PRODUCTS CORP. 


High Temperature Drying Industrial Ovens Spray Booths, Air Washers 
and Processing Conveyors Dip Tanks 


12953 Greeley Ave., Detroit, Mich. 


NEW YORK CLEVELAND PORTLAND, ORE. 
Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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cleaned are carried on an endless 
chain. The first compartment con- 
tains an alkali solution which is 
heated by automatically-controlled 
burners. From this alkali bath 
the conveyor chain carries the 
parts into a cold water bath which 
is used partially for rinsing the 
parts from the alkali and, being 
cold, prevents absorption of the 
alkali into itself. 

From the cold water bath the 
parts pass through a hot water 
bath which is also heated by con- 
trolled burners. Thence’ the 
cleaned metal parts pass through 
an open space and into and 
through a dryer equipped with an 
air heater which is also controlled 
by automatic devices. 

Metal parts, now thoroughly 
clean and dry, are moved into the 
rooms where appropriate coats of 
the covering agent are sprayed 
onto them by air brushes. There 
are several rooms devoted to dif- 
ferent colors in finish. After the 
spraying material is allowed to 
set for the period of time neces- 
sary to give a particular finish, 
the parts are placed in one of the 
several ovens used for baking. 
This produces a hard, durable 
coat. 

Bake Finishing 

All of the six large ovens and 
the four smaller ones are equipped 
with automatic controls. Auto- 
matic controls do the work with 
an accuracy not possible by 
personal observation and manual 
control, the automatic device 
bringing about the proper tem- 
perature regardless of the volume 
or weight of material placed in 
the oven. These ovens are of the 
indirect-heated radiator type. 

The temperature is readily con- 
trolled and they are very efficient 
for every type of drying and bak- 
ing of enamel, japan, lacquer and 


kindred coats. White enamel is 
dried at low temperatures that 
will not burn and darken it, while 
some of the darker colors are 
done at temperatures that are 
much higher. Green “wrinkle” is 
done in this plant at a tempera- 
ture of 235-deg. F. 

While temperatures and tem- 
perature control are extremely 
important, it is unsafe to set an 
exact figure in temperature or 
time for this work. Unique fin- 
ishes such as “wrinkle” depend 
upon many other details for suc- 
cess. They are affected by the 
distance of the air brush from the 
work, the air pressure used, the 
time they stand out of the oven, 
the temperature at which they go 
into the oven, the speed at which 
the temperature rises after being 
placed in the oven, the length of 
time in the oven, how fast they 
are cooled down after baking, and 
the viscosity of the material of 
which the coating is composed. 
Thorough experience in such work 
is necessary in order to produce 
satisfactory results. 

The plant itself must be so con- 
structed that atmospheric humid- 
ity and temperatures may be 
controlled to a considerable extent 
—as well as having dust and 
smoke excluded. Gas as a fuel 
features exclusively and success- 
fully in the work of this plant, 
because it is always ready for in- 
stant use and yields readily to 
control so that temperatures may 
be maintained at any degree re- 
quired through a period of time, 
or changed to any other degree of 
heat that may be necessary in the 
work being done. 

In plants dealing with coated 
surface finishes, fuels producing 
dust, smoke and sulphurous fumes 
cannot be used successfully. The 
combustible gases used in the 
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Cut cleaning costs 
$4 per week 


Actas | tests and comparisons reveal the 
economies of Oakite cleaning materials and 
methods. For example, a manufacturer of re- 
frigerators made test runs on cleaning refrig- 
erator boxes, prior to pickling and vitreous 
enameling. 

On the run made up with an Oakite material, 
weekly cleaning costs averaged $11.39, while the 
tank containing another material was operating 
at a cost of $15.50 weekly. Moreover, material 
consumption was less by nearly half when clean- 
ing was done the Oakite way ... 78 pounds per 
week as against 147 pounds per week of the 
second material. 

Similar economies are the rule wherever 
Oakite cleaning materials and methods are em- 
ployed. Let our nearest Service Man tell you 
why. A postal or ’phone call to us will bring 
him. No obligation. 

Oakite Service Men, cleaning specialists, 
are located in the leading industrial centers 
of the U. S. and Canada 
Manufactured only by 


OAKITE PRODUCTS, INC., 32 F Thames St., NEW YORK, N. Y. 


OAKITE 


Mana 460 PAT DFE 


leaning Materials ana Methods 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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cities throughout the country are 
clean, smokeless fuels whose prod- 
ucts of combustion are non- 
injurious to the materials used in 
lacquers, japans, enamels, paints 
and varnishes produced for sur- 
face finishing. 


New Equipment Coming 

To increase its facilities for 
handling a larger volume of enam- 
eled parts, a new continuous two- 
strand conveyor oven is now being 
built. This is of the vertical 
travel type for automatic dip, 
drain and bake with cooling sec- 
tion at one end. Designed to 
operate at 450-deg. F., this unit 
will be fired by gas, incorporating 
atmospheric burners and neces- 
sary baffles and deflectors, and 
means for removal of vapors, 

The oven will have an overall 
width of 10-ft. 4 in., length 54-ft., 
height 12-ft., suitably insulated, 
and provided with canopy over dip 
and cooling sections. The com- 
plete thermostatic control plus all 
these automatic features will thus 


Gives counts and prices on over 8,000 
different -lines of business. No matter 
what your business, In this book you 
will find the number of your prospec- 
tive customers listed. 

Valuable information is also given as to 
how you can use the mails to secure 


orders and inquiries for your products 
or services. | 
Write for Your FREE Copy 
R. L. POLK & CO., Detroit, 
Largest City Directory Publishers in the World 
Mailing List Compilers—Business Statistics 
Producers of Direct Mall Advertising 


November, 1929 
insure maximum production, 
improved quality of product 


and reduced operating expense. 

The commercial plant devoted to 
protective and ornamental coat- 
ings has come into existence to 
add to the munificence of present 
day civilization with its multitiude 
of present day specialities. If on 
first thought standardization of 
products and mass production ap- 
palls one with the notion that 
mankind is to suffer under a 
monotony of color, design and size 
in merchandise as a result, second 
thought will prove this age is re- 
markable for the increasing change 
in color and style of finish. This 
gives opportunities of individuality 
in selection that prevents monot- 
ony—and monopoly as_ well.— 
Industrial Gas. 


Statuary Bronze Finish 
on Brass 

To obtain a statuary bronze 
finish directly on brass, the best 
method I have found is as follows: 

Articles can be bright dipped 
or buffed; buffed articles make the 
best finish. After the surfaces 
have been buffed or bright dipped, 
scratch-brush wet with pumice 
stone and water on a brass wire 
scratch brush. Stain the articles 
in a solution made up in the pro- 
portion of 1 lb. of liver of sulphur 
to 30 gallons of water, and then 
transfer them directly from the 
staining solution into a solution 
made up in the proportion of one 
gallon of sulphuric acid to 30 
gallons of water. 

The more times the parts are 
dipped the darker the shade will 
be. An excellent color can be 
obtained by dipping twice in the 
solution, then  scratch-brushing 
dry, dipping again in the staining 
solution and then lacquering with- 
out scratch brushing—A. Medel. 
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IKE a fleet-footed greyhound, 
: heat meets few barriers that a 
it cannot leap. 


But, even as this agile animal is 3 
halted by a hurdle too difficult to a 
jump. so heat’s escape is blocked 7 
by the Swartwout Stop-Gap Joint, a 
a modern construction design used 4 


exclusively in Swartwout Metal 
Insulated Ovens. 


Contact between inside and out- 


side oven walls is almost totally 
eliminated by this unique joint, in 
combination with other Swartwout 
panel and insulation features. Asa 


result, new production records have 


been set: new economies effected 


in almost every plant adopting 
Fenders, hood sills, running board shields, splash r 
guards and many other automobile parts go 
through this two-coat continuous conveyor oven the ovens that hold heat. Y 
installed by Swartwout in the Willys-Overland pir, 
plant at Los Angeles. This installation is 200 feet HE SWARTWOUT COMPANY 
long and electrically heated. TE 
18511 Euclid Avenue Cleveland. Ohio 


Swartwout Metal Insulated Ovens 


Swartwout 1, 0vens 


Send for the Oven Test Blue Prints, in- 
teresting data sheets that will enable 


you to check the efficiency of any oven. et 
Kindly mention INDUSTRIAL FINISHING when writing advertisers ag 


4 
— 
CZ 
iat 
wr 


INDUSTRIAL FINISHING 


November, 1929 


FanisHine Opricat Goons 
AND SCIENTIFIC 


INSTRUMENTS 


Foreman finisher with a nationally known optical manufacturing com- 


pany tells so 


very particular operations 


included in the preparation, cleaning, polishing, finishing 
and handling of high-class optical and scien- 
tific instruments 


By Wm. J. Hartung 


HE FINISHING operations on 

optical and other scientific 
and precision instruments are in 
a class all by themselves and are 
hardly comparable with the finish- 
ing of other commercially manu- 
factured goods such as novelties 
of all kinds, toys, checkwriters, 
typewriters, adding machines or 
radio parts. 

An altogether different standard 
of finish is to be applied on these 
high-priced instruments. The 
fanciful finish of a typewriter 
frame, with its flaming colors, 
would be entirely out of place on 
any precision instrument. These 
scientific devices demand an ap- 
pearance in close harmony with 
the final service expected of them; 
they must be dignified, quiet, 
pleasing to the eye and attractive. 

A dull, medium or high-gloss 
black baking enamel, or varnish 
made of Zanzibar copal gum, or 
any other high-grade gum is gener- 
ally accepted as the most ap- 
propriate finish. The price of the 
raw material and the cost of finish- 
ing must be of secondary consid- 
eration, as the very best is just 
about good enough. The finished 
surfaces must be smooth, by no 
means dust-collecting—and must 
be proof against alcohol and acid 
throughout. 


The dust-collecting item is the 
chief reason why such finishes as 
crinkle, crystal or crackle are 
banned. These finishes are used 
more on the less important arti- 
cles, and in that case a conserva- 
tive color scheme goes with them. 
Unfortunately their use is not as 
general as they deserve. Their 
beauty is undeniable; their power 
of hiding defective metal surfaces 
is so great that the tremendous 
saving in the cost of preparation 
ought to make these finishes very 
attractive and tempting. 


Technical Supervision 


A modern optical works of any 
worthwhile size has, among its 
many subdivisions, a mechanical 
division which is the supervising 
headquarters of all mechanical 
production pertaining to the build- 
ing of hundreds of different instru- 
ments and their respective metal 
parts. All metal work on parts 
belonging to these instruments is 
planned here and laid out for the 
various departments; from here 
its progress is controlled, followed 
up and checked up thoroughly. 
After the parts have gone through 
all duplicating operations such as 
milling, drilling, boring, thread- 
cutting and so on, they reach the 
grinding, polishing, buffing and 
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Established 


Metal Primer 
for use under lacquers or enamels 


Bakes in 


One Hour 
at 225 Fahrenheit 


Since 1876 


The most adhesive, toughest primer ever 
made! It becomes part of the metal itself. 
Made in Colors and White 


Pin the Coupon to your Letterhead for complete Details 


John L. Armitage & Co. 
Newark, N. J. 
| John L. Armitage & Co. | 
| Newark, N. J. | 
Gentlemen: 

| Send us details of your A R X Metal Primer as | 
Advertised in INDUSTRIAL FINISHING. 
== 
| Street | 
L City State 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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plating room—the corridor to the 
spray room. 


Metal Cleaning 


In this polishing department all 
parts receive a thorough and 
scrupulous cleaning; their sur- 
faces must be made chemically 
clean. Yellow brass parts are 
oxidized by immersion in a satu- 
rated solution of precipitated 
copper carbonate and ammonium 
hydroxide, a bluish black color 
being the result. 

Some brass and copper alloys, 
that do not take the “bluing,” 
have to be black plated. Iron and 
steel parts are washed and cleaned 
with either benzine, gasoline, lac- 
quer thinner or pumice stone and 
water*—unless they can be sand- 
blasted or emery-blasted, the lat- 
ter method being the one I prefer. 

Parts to be sprayed later are 
now submitted to a preliminary 
heat treating (usually a tempera- 
ture of 300-deg. F.) to eliminate all 
moisture which might have been 
retained in the metal. Then a 
coat of suitable baking primer is 
sprayed on. After baking this 
prime coat, the parts are inspected 
for casting holes or other defects 
and, when necessary, they are sent 
back for filling and sanding. When 
the surfaces are in proper shape 
for the final coat, this is sprayed 
on and baked; again it goes 
through the final inspection. Only 
absolutely perfect work is ad- 
vanced to the respective places of 
assembly. 

Much can be said about the 
troubles and difficulties during 
these seemingly simple operations, 
but before I go on with a discus- 


*Editor’s note: The author doesn’t 
mention commercial chemical 
cleaners, but one of these probably 
could be used, and it might be prefer- 
able to any of the liquids named. 


sion of these troubles, it probably 
will be well to mention the type 
of baking ovens used. 


Oven Equipment 

The oven equipment includes 
electrical compartment ovens with 
automatic rheostat and heat con- 
trol—with racks and shelving for 
small work and a track to roll in 
iron trucks for heavy work. Also 
several steam ovens and gas ovens 
for special finishes—enough to 
make it hot for everybody. Like 
every other operation the baking 
is very important. Over-baking is 
disastrous; the over-expansion 
and contraction due to the high 
temperature will reduce the tenac- 
ity of the coating and, in the 
course of assembly, it may come 
off entirely, or it will not with- 
stand the engraving tool; it will 
chip. 


Clean Compressed Air 

To come back to the previously 
mentioned troubles and tribula- 
tions encountered in this kind of 
finishing, I mention compressed 
air first of all; the presence of 
water, oil and dirt in compressed 
air will cause a great deal of 
damage. The compressed air, as 
it comes from the compressor, 
must undergo a thorough cleaning 
or filtering process. 

Manufacturers of spraying out- 
fits have developed and are 
marketing various filters or sepa- 
rators for cleaning the air of 
all water, oil and dirt and I sup- 
pose these devices do well enough 
in ordinary circumstances, but 
when it comes to real high-class 
work, additional provision must be 
made to avoid-too much defective 
work. At the opening of every 
spray booth we have an individual 
filter through which the air passes 
before it comes into contact with 
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Industrial Finishes 


SPECIALISTS 


to the Following Industries 


Metal Furniture 
Lockers and Shelving 
Automobiles 

Wood Furniture 
Pianos—Radio Cabinets 
Pumps—Gasoline and Oil 
Refrigerators 
Machinery 

Metallic Grave Vaults 
Toys 

Miscellaneous 


ENAMELS - LACQUERS - VARNISHES 
PAINTS 


Our Practical Men Always Availabie 


The Ferbert-Schorndorfer Co. 


Cleveland, Ohio 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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SAFETY 


in the Finishing 


against fumes, dust, fire 
and other hazards is 
assured when you adopt 


PULMOSAWN safety 
devices. 


Write us for full infor- 
mation on any of the 
following items. 


vw 
Respirators 
Sand Blast Helmets 
Non-Sparking Tools 
Pulmosan-Lux 
Fire Extinguishers 
First-Aid Cabinets 
Safety Goggles 


Simply indicate items in- 
terested in, and clip coupon 
to letterhead. 


PULMOSAN 
St. Brooklyn, 


Kindly send details of your Safety 
uipment recommended for Fin- 
ishing Shops. 


the spray fluid. In addition to 
this precaution, huge steel cylin- 
ders are installed and serially con- 
nected to serve as receivers and 
storage tanks. 

These tanks are filled with cal- 
cium chloride, which is a great 
moisture absorber, and are pro- 
vided with a drain at the bottom 
to drain off the accumulated water 
and oil occasionally. These re- 
ceivers also serve the purpose of 
bringing the temperature of the 
compressed air nearer to that of 
the spray room, which is a decided 
advantage, especially during the 
winter. The efficiency of these 
tanks has been proved by the 
quantity of dirty water and oil 
that accumulates in them; when 
adverse atmospheric conditions 
prevail, this amounts to several 
gallons daily in our factory. 


Conditioned Materials 


Another important feature in 
the production of good work is the 
air regulator to take care of dif- 
ferent viscosities in the spray ma- 
terial. All this material is shipped 
in much heavier consistency than 
it can be used in a spraying ma- 
chine; it must be diluted, and it 
should be tested with the aid of 
a hydrometer to insure uniform re- 
sults. The material should never 
be exposed to a temperature lower 
than 70-deg. F. Storage rooms 
should have this temperature. 

Often spraying material is liable 
to get chilled in the winter, dur- 
ing transportation; pigments seem 
to precipitate out and the fine oils 
seem to congeal. When this has 
happened, it is impossible to rec- 
tify it because the required facili- 
ties are not available. During the 
winter, it is a great advantage to 
heat both the air and the material; 
much better results can be ob- 
tained, especially with high-gloss 
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baking japans which seem to be 
more sensitive than other goods. 

Miniature electrical ovens, on 
the conveyor plan, have been used 
successfully with small parts. 
They are so arranged that one 
girl operator is brushing on the 
lacquer and at the same time 
loading and unloading the con- 
veyor. The endless chain is so 
timed that the work is finished by 
the time one circuit is completed. 
The whole conveyor is only 3-ft. 
long, but 100 pieces are traveling 
through the heating chamber at 
all times. The baking time is 45 
minutes. 


One more item that should 
never be overlooked: it is con- 
tinual cleanliness of the spray 
room. Practice thorough cleanli- 
ness! It should be the watchword, 
a regular mania, the daily per- 
formance of a sacred rite; it 
should never be forgotten—never 
neglected or slighted in any way. 
Clean the floors, walls, benches, 
ovens, piping, windows, spray 
booths and hoods, inside and out- 
side, top and bottom; and when 
you can’t find anything else re- 
peat the procedure, starting again 
from the beginning. 


, 
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QUESTIONS AND ANSWERS 


This service department is conducted to meet the reader’s need for 
prompt information on specific problems, and to give others 
an opportunity to review the questions and to offer 
comments, suggestions or answers 


Cedar Oil Affects 
Finished Chests 
A number of my furniture 
dealers are having trouble with a 
wax or cedar oil coming through 
on cedar chests having a cheap 
walnut finish on them. How 
should they go about to refinish 
these chests?—K. P. S. 


It is difficult to recommend 
what might be the best way to 
refinish a cedar chest in this condi- 
tion, without knowing what was 
used as the original finish. it 
might require a complete refinish- 
ing job to remedy this, which 
would mean to clean off the old 
finish with varnish remover and 
refinish as desired. 

It might be possible to do the 
job as follows: Wash the chest 
with turpentine and rub with No. 
0 steel wool. Then apply a thin 
coat of shellac—about a 2-lb. cut 
of shellac (2-lbs to the gallon of 
alcohol). Follow with a coat of 
flat varnish. Avoid the use of lac- 
quer under these conditions, as it 
would not dry.—J. K. Cooper. 


Cedar oil is a very penetrating 
material and unless the chests are 
properly finished, the oil is almost 
certain to come through and spoil 
the finish. 

The old-fashioned system of 
stopping this oil from coming 
through was to use about three 
coats of pure white shellac before 


the varnish was applied. One 
brand of wood lacquer, that I 
happen to be familiar with, has 
been successful in holding back 
this cedar oil—so far as I person- 
ally have been able to determine. 
I have seen cedar panels finished 
with three or four coats of this 
material which held the cedar oil 
back from coming through the 
finish, for a period of two or three 
years. 

As to refinishing these chests, 
it will be necessary to completely 
remove all of the present finish 
and then build the finish up new, 
either with three coats of shellac 
and varnish or with three or four 
coats of high-grade wood lacquer. 
—R. L. Masterson. 


Airplane Finishing 


Kindly inform me what effect 
the sun has on clear nitrate dope 
when same is applied over ivory- 
pigmented nitrate dope on air- 
plane wings.—F.W. 


It is my opinion that the effect 
the sun has on clear nitrate dope, 
when same is applied over pig- 
mented nitrate dope on airplane 
wings, would depend entireiy upon 
the quality of the clear nitrate 
dope. The ordinary type of clear 
nitrate dope would deteriorate 
quite rapidly when subjected to 
the actinic rays of sunlight. So- 
called lacquers are now avail- 
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Clip the coupon 
for free Sample 


FILLERUB 


—a superior product of 
prepared vegetable fibre 
which is rapidly replacing 
other filler wiping mate- 
rials because of 
better working 
qualities. 


A generous free sample will convince 


youthatFILLERUB. .. 
Reduces rubbing time 25%. 
Has Long Useful life. 


Does not scratch. 
Does not break up. 
Does not litter the floor. 
Gives a better finish. 
Insures filling of smallest pores. 
SEND THIS COUPON 
Oscar Smith & Sons Co. 
Clearfield and C Sts., Philadelphia 
Please send details and generous working 
sample of FILLERUB free! 
Name 


AAA. 


able, however, in which the 
percentage of cellulose nitrate is 
reduced to a minimum, and large 
quantities of gums and plas- 
ticisers are used which will stand 
outside exposure. This type of 
clear lacquer could be used satis- 
factorily over the pigmented ni- 
trate dope on airplane wings.— 
F. Merrifield. 


It is not safe to use clear 
nitrated dope over pigmented ni- 
trate dope because after all, the 
function of the pigment is to 
screen the actinic rays of the sun 
—ultra-violet rays—from reacting 
with the nitrocellulose and thus 
breaking it down. 

All airplane dopes, as you prob- 
ably know, are made of high- 
viscosity cotton—sometimes film 
scrap—and as such their bases 
are very unstable, especially in 
the sunlight. The result of using 
a clear nitrated dope over a pig- 
mented dope would be the break- 
ing down of the clear—checking 
more or less badly on the wings. 

I do not understand why anyone 
would want to use clear nitrated 
dope after he has finished his air- 
plane with pigmented dopes. 
However, there are products on 
the market that may be used over 
pigmented dope to increase the 
luster of the dope on the wings 
and fuselage—products that are 
more or less immune to the effect 
of the ultra-violet rays of the sun. 
—K. N. Kathju. 


Bronze Powder Vehicle 


We are using a lacquer in a 
bronzing liquid and are mixing 
it in the following proportion: 
Two gallons of thinner, three gal- 


' lons of lacquer and two pounds of 


“Nigger” 
We are 


either aluminum or 
brown bronze powder. 
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experiencing difficulty in getting 
this mixture to adhere to our steel 
bases and other metal parts which 
are made from either steel or tin. 
All parts are well washed and 
cleaned, and we are quite sure 
there is no grease left on the 
surface. 

Whatever we use as a vehicle 
must be quite a fast drier, and it 
must afford better adhesion on the 
smooth surfaces on which we must 
apply it.—U. R. C. 


If you are sure you are carefully 
following the directions of manu- 
facturers who supply you with the 
powders and the lacquer vehicle, 
and if you feel certain that your 
cleaning process is faultless, and 
that reasonable cleanliness and at- 
mospheric conditions prevail in 
your finishing department, it is 
suggested that you try a different 
material—a _ different brand or 
type of vehicle. There are now 
on the market several clear bronz- 
ing liquids that will stick firmly 
and permanently to clean dry 
metal—as well as any type of 
metal finish will stick to metal— 
and they will dry to touch in five 
minutes or less.—G.F.M. 


Finishing Wood Fiber 
Carvings 
Referring to a question and 
answer under the above title, 
pages 94, 95, and 96 in October 
issue, as a rule these composition 
carvings are finished at the same 
time as the rest of the cabinet. 
It may be that the finish is too 
smooth on the carvings to corre- 
spond to the finish on the rest of 
the wood. If this is true, nothing 
can be done about it. 
If it is only that the finish looks 
too glossy and is not dull enough 
over the carvings, this can be elim- 


ROM an article by M. M. Miller, in the 
October Industrial Finishing. 


“It has often been said by purchasing 
agents of large plants that the buying 
of the finishing material taxes them the 
most: the quality of materials cannot 
be easily recognized ..... analysis is ex- 
pensive, often misleading, and of no use 
if not kept up regularly by simple test- 
ing; and last, but not least, every sales- 
man of finishing materials seems to 
honestly believe that his product is a 
do-all, cure-all, eliminator of all diffi- 
culties for finishing problems of any 
nature.” 


MERACLES have gone out of style, 
and none of the work of my 
laboratory has ever been billed as 
a “cure-all.” But, it has frequently 
been greeted by a customer as the 
specific answer to a finishing problem! 


N ANY case, purchasing agents who 

have heard a flock of honest sales- 
men describe their “do-alls, cure-alls” 
may enjoy reading the brief, complete 
Research Bulletins issued by my lab 
to announce each new Roxalin lacquer 
development. Mark the ones you are 
interested in, below, and mail to the 
Service Department, please. 


ROXALIN FLEXIBLE 
LACQUER COMPANY, Inc. 


105-9 SEVENTH AVENUE 
Long Island City, N. Y. 


No. 21—About Flexible Lacquers 
0 for Brass, Aluminum and Nickel 
Silver. 
No. 23—About the one coat color 
backgrounding of etched name 
plates. 
No. 24—About Wood cement for 
Lacquer finished furniture. 
No. 26—About a Non-Jellying 
Bronzing Lacquer. 
No. AB—About a Flexible Finish 
for Cork and Tile Flooring. 
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inated by using coarse pumice used, a 
Rust Eats stone for rubbing the carvings. It might r 
I Tron and Steel is advisable to use a bristle brush The 1 
Ww for rubbing these carvings rather color of 
P than to use a rubbing pad, so that The log 
Stop this enemy of metal, the pumice stone can be workei work to 
with a coat of rust inhibitive | gown to the bottom (into the of the s 
CHEMINERT paint. crevices) of the carved portions. A su 
Cheminert is chemically per- | Possibly the finisher would get « back tl 
manent due to the inert pig- | satisfactory finish if he used a wood, i 
ment used in its manufacture. | flat-drying varnish for the second lowing 
It will bond with any metal | coat, as in this way the carved One-h 
surface and will not crack or part should come out with exactly two-gall 
1. Cheminert is finely the same luster as the rest of the applica 
pee surface.—L. F. Worlendar. solutior 
ground and produces a close, on | 
tough, elastic film, that is im- sit eoler. 
pervious to moisture. Chemi- Trouble With mixed | 
nert will check corrosion. It English Harewood it will ¢ 
is mixed ready for uae. Either We are having some trouble in = by ; 
brush or spray consistency. | gnishing English harewood to 
We invite your inquiry. Write | poid its natural silver gray color. 
to Samuel H. French and | it seems the glue on veneered I am 
Company, 400 Callowhill St., | panels takes out the dye in places trouble 
Philadelphia, Pa. where the veneer is soft and leaves vegetal 
the surface somewhat of a pink probabl 
color; when we apply our clear facture 
CORUCO lacquer, it shows up still more. of alk 
This is what we must overcome and if 
to bring it back to its natural present 
. color as it should be. We have various 
applied a weak dye over the sur- produce 
e face, but it seems we cannot bring hazard 
18 the back the original color. of chan 
Please advise us if you have had of glue 
MASKING TAPE any experience in finishing this I do be! 
English harewood, or tell us what be mad 
we could do to bring back its ity of 
you have been natural silver gray color; or per- questio 
l e f haps you may know of someone the glu 
ooking or. who has had some experience in frome ¢ 
this line —L.S.F.Co. I do 
free ment u 
Send for ‘ Some experimenting will have an iron 
sample and prices to be done. For example, from the re 
The Consumers R ubber Co. your letter it is not known origina 
° whether an animal or vegetable that th 
1302-04-06 Ontario St. glue is used. If vegetable glue restore 
cl is used, perhaps too much caustic had be 
eveland soda is added, thus causing the 
stain. glue.— 
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used, a change to animal glue 
might remedy this condition. 

The use of dyes to restore the 
color of the wood is questionable. 
The logical method to follow is to 
work toward eliminating the cause 
of the staining. 

A suggested method to bring 
back the uniform color of this 
wood, includes the use of the fol- 
lowing solution: 

One-half ounce iron sulphite to 
two-gallons of water. One or more 
applications of this very weak 
solution will remove the red or 
stain and restore the original 
color. This solution should be 
mixed in a crock or glass jar, as 
it will discolor in metal containers 
and may damage the containers. 
—M.C.R. 


I am inclined to feel that this 
trouble is due to the use of 
vegetable or casein glue. As you 
probably know, some of the manu- 
facturers of these glues make use 
of alkali, such as caustic soda, 
and if too much of this alkali is 
present it will often react with 
various acids in the wood and 
produce a pink color. I would not 
hazard a definite recommendation 
of changing from the present type 
of glue by using another type, but 
I do believe that some tests should 
be made to determine the neutral- 
ity of the glue being used; the 
question should be taken up with 
the glue manufacturer or concern 
from whom the glue is obtained. 

I do not feel qualified to com- 
ment upon the suggestion of using 
an iron sulphite solution to remove 
the red or stain and restore the 
original color. I am not so sure 
that this treatment would exactly 
restore the same color the wood 
had before it was stained by the 
glue.—R. L. Masterson. 


All Yours 


. . . the benefits of 
42 years’ experience 


‘TH Geo. E. Watson Company has 
been giving painters and decora- 
tors the best values for the least mon- 
ey for over 42 years. The benefits of 
our long experience are being passed 
on to your customers every day. 
We'll be glad to serve you. 

Mail the coupon below for our 
illustrated 128-page catalog. You'll 
find it useful. 


THE 
HOOK 
SCRAPER 
A practical tool 


for painter or 
wood finisher 


Hook scraper 
oumpview cutters are made 
of imported 
Swedish steel. They are bent while 
the steelis soft and then hardened and 
tempered afterwards. All blades are 
ground like a razor. 
Per Loz. . . $6.00 Each . . . $0.75 
Extra blades, each. $0.15 Per Doz. $1.35 


All prices are net F. O. B. Chicago 


Geo. E. Watson Co. 
“The Paint People” 
164 W. Lake St. Chicago, Ill. 


Please send me your new illustrated 
catalog on painters’ supplies. 
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Driers 


Reg. U. S. Pat. Off. 


KUTTROFF, PICKHARDT 
& CO., Inc. 


N.Y. 


os 
a 


Powder Co. 


Importers and 
Manufacturers 


Bronze Powders 
Gold and Aluminum 
Leaf 
Bronzing Liquids 
We carry all shades of bronze 
powders for spraying, bur- 
nishing and striping. 
Samples and prices 
submitted upon request 


116-122 W. Illinois St. 
icago 


Refinishing Birch 
Mahogany to Walnut 


We have on hand several birch 
mahogany pieces of furniture 
which, because of the rapid trend 
toward walnut, are not moving 
rapidly. Can these pieces be 
refinished in walnut? If so, what 
is your suggestion as to how to go 
about the process? We have tried 
to refinish some of these pieces 
but the aniline reds are so dark 
that after we remove the varnish 
from the piece of furniture, we 
are unable to bleach the article 
enough to permit us to make a 
satisfactory walnut shade.—C. C. 
Co. 


To refinish the surface satisfac- 
torily, the finish must be removed 
down to the bare wood. After 
removing the finish and washing 
off all traces of the remover, fol- 
low with two applications of 
bleaching compound. These bleach- 
ing applications may be applied by 
dipping, brushing or spraying, 
brushing being preferred if the 
article cannot be dipped. The 
procedure is as follows: 

1—Remove varnish or lacquer 
in the ordinary way (such as with 
varnish remover followed by a 
naphtha wash). 

2—Dip in a solution made up 
in the proportion of 4-o0z. per- 
manganate of potash to a gallon 
of water. 

3—Let dry. 

4—Dip in a second solution 
made up in the proportion of 4-oz. 
sodium bisulphate to a gallon of 
water. This second application 
will remove every trace of the 
stain. 

5—Sand and refinish. 

There will be no alkali on the 
articles to affect the refinishing 
job. The time of immersion will 
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vary from a dip to perhaps one- 
half minute under the surface of 
the solution, according to the 
effect of the solution on the 
original finish. The above treat- 
ment leaves a perfectly clean sur- 
face to work on—provided the 
original finish was on water stain. 

However, these bleaching solu- 
tions will also remove the red in 
oil stains, although it is barely 
possible, in the case of oil stains, 
that some slight color may remain, 
such as a faint blue or green 
trace.—D. F. J. 


I believe the above answer is 
about as good as can be given. 
Whether the two applications of 
bleaching solution will entirely re- 
move the stain or not depends to 
a considerable extent upon the 
type of dyes used in the stain. 

There is one suggestion I would 
make in addition to those given: 

The surface should be sponged 
and wiped thoroughly with water 
after the application of the two 
bleaching solutiong, so as to take 
away as much of these chemicals 
as possible before the refinishing 
operation begins. In other words, 
if these chemicals will bleach the 
stain now on the surface, they 
are likely to exert a bleaching 
action upon the new stain applied 
in the refinishing process—unless 
they are thoroughly removed be- 
fore refinishing begins—R. L. 
Masterson. 


Mill Finished Trim and 
Woodwork 


In October issue of this maga- 
zine, on page 68, I read with con- 
siderable interest an article under 
the above title. I find that, today, 
a lot of interior trim is factory 
finished—up to the final coat or 
the last two coats. This repre- 


John St. NewYork 


LACQUERS 


and 
ENAMELS 


Suitable for 


Spraying 
Brushing 
Dipping 


Wood 
Metal 
Glass 
Fibre 
or 
Composition | 
Prices 
Reasonable 


Walker Service 
with Walker 


nd 
ng 
be 
lat : 
irk = 
ish 
cle = | 
= =]| 
Ble i 
= 
= 
: 
ter = 5 
ng = 3 
: 3 
of = 
ch- = Z 
1g, = 
he = = 
he = 
er 
ith 
up 
= 
on 
: 
on Lacquers : 
he — — 
HENDVV Waruro Cal 
| 
ill | 17 


INDUSTRIAL FINISHING 


November, 1929 


Style No. 77 is a light weight chem- 
ical cartridge irator designed for 
protection on all operations where 
injurious or obnoxious vapors or gases 
are encountered. Especially devel- 
— for paint spraying. Made of 
aluminum with asoft molded sanitary 
cushion to fit snugly against the face 
There is real comfort and protection 
in the No. 77. Price $4.50 each. 


CHICAGO EYE SHIELD CO. 
2300 Warren Ave. Chicago, Ill. 


FORA CRACKED VARNISH 


Brushed on over the old varnish scien- 
tifically “‘knits” and welds the old var- 
nish begether, closing all CRACKS and 
CHECKS permanently, at the same 
time brings back the life, color and 


sents a saving, as it can be done 
more easily and more quickly in 
the factory than when it is in place 
on a wall. 

But I don’t believe that it will 
ever be practical to do the final 
finishing of trim before it is in- 
stalled, as the plumber, floor 
sander and others must do their 
work after the trim is in place. 
All of these workmen make more 
or less dirt and some of them are 
very careless, causing much work 
to be done over. A first-class 
trimmer will put up the finished 
trim with very little damage to 
the finish, but owing to the un- 
eveness of the wall it is often 
necessary to scrape 4 little at the 
joint or on the back. Most first 
class workmen will trim these 
backs to fit without touching the 
face of the trim. If any of the 
finished surface is marred, it can 
be easily touched up and brought 
up to match the rest. 

One of the finest trimming jobs 
I ever saw was done in weathered 
oak. Every place a nail had to 
be driven a small splinter of wood 
was carefully cut and lifted out 
and then glued back into place 
after the nail had been set. Of 
course, this was very expensive 
but not the slighest trace of a nail 
showed in the whole house after 
the glue had dried and the places 
had been sanded. People often 
wondered what held this trim 
in place. Of course, the pres- 
ent day way of driving nails in 
woodwork often leaves an un- 
sightly job. But in real hardwood 
it is advisable to drill a small hole 
for each finish nail head; then you 
have a clean cut round hole which 
is easy to fill. 

About the cleanest and quickest 
way to hide these nail holes is to 
fill them with moderately stiff oil 
putty colored with oil tints to 
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match the woodwork, Often it is 
necessary to have five and six dif- 
ferent tints of putty, or even more 
for a real fine job. By using oil 
putty there is no unnecessary 
sanding to do after the trim has 
been stained and varnished. 
Another advantage of a factory- 
finished job is that it can be 
painted on the back, thereby pre- 
venting a lot of moisture from get- 
ting into the wood’ from the 
plastered wall and outside atmos- 
phere during construction. When 
interior woodwork absorbs mois- 
ture in this way during the course 
of construction, it naturally 
swells; then, after everything is 
dried out and artificial heat is 
turned on, the trim shrinks and 
the joints open up.—J. K. Cooper. 


“Paint Pigment Properties” 
The following comments refer 
to the “Colorist’s” article entitled 
“Paint Pigment Properties,” ap- 
pearing on pages 30 and 32 of 
Sept. INpUSTRIAL FINISHING. 

From H. Eastwood, Technical 
Director of The A. Wilhelm Co., 
Reading, Pa: 

“Please correct some of the 
statements in the ‘Colorist’s’ ar- 
ticle on ‘Paint Pigment Properties’ 
in the September issue. Most of 
the pigments are covered correctly 
as far as the article goes, but some 
of the information on lithopone 
and chrome yellow is not right. 

“Lithopone contains about 28% 
zine sulphide, not 25%. All pres- 
ent day lithopone is light fast, 
darkening in sunlight having 
ceased to be a characteristic of the 
pigment some six or seven years 
ago. The reference to lithopone 
as ‘whiting’ is presumably a mis- 
print. Its durability is good in 
combination with zinc oxide, but 
alone it chalks considerably. 

“Chrome yellow has some tend- 
ency to darken in sunlight, and 


Areal finisher that 
FINISHES! 


ECONOMY 
DeLUXE SPRAYER 


Perfectly balanced, non-tiring, 
strong, serviceable AND light in 
weight, (2 lbs.). 

A real find for the finishing 
room! 

Designed for suction, gravity or 
pressure feed. 

Soft, uniform spray of lacquers, 
that leaves a beautiful finish. 

There are many good reasons for 
the popularity of ECONOMY 
Sprayers. 

Coupon or letter will bring de- 
scriptive literature and prices. 


ECONOMY MACHINE PRODUCTS 
CO., 5214 Lawrence Avenue, (Jefferson 
Sta.), Chicago, Illinois. 
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FIXES 


SCRATCHES 
MARS, HOLES 
Scarred Finishes 


Where Finish is damaged 
the quickest and casiest 
A permanent repair 
CAMPBELL’S 
STICK SHELLAC 


This is melted in the hole, dent or scratch. 

he damaged place is then rubbed down 
and polished. The Shellac will not shrink 
nor check and is extremely tough. It is in- 
deed the easiest, the quickest, the most eco- 
nomical and only permanently satisfactory 
method to repair serious injury to any finish. 


Stick Shellac color card and 
booklet ‘‘How to Repair Var- 
nished Surfaces” will be sent 
you free upon request. 


The M. L. CAMPBELL CO. 
1007 W. 8th St. Kansas City, Mo. 
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has only fairly good hiding power. 
It should not retard drying if 
properly made, rather acting as 
an accelerator. 

“Carbon Black runs about 99.8%, 
not 98%.” 

Reply by the “Colorist” 

“I have written the Department 
of Commerce regarding the ques- 
tions that Mr. H. Eastwood calls to 
your attention; the received 
answers are as follows:” 


Regarding the percentage of pure 
carbon in dry carbon black: Accord- 
ing to Bureau of Mines Bulletin 192, 
fixed carbon varies from about 79 te 
94%, and total carbon from 8&8 to 
96%. 

Regarding lithopone, the percentage 
of zinc sulphide and barium sulphate 
varies somewhat, but the specifica- 
tions of the American Society for 
Testing Materials call for a minimum 
of not less than 26% of zinc sulphide. 
The best quality of lithopone does not 
turn dark on exposure to sunlight. 
This pigment, however, is not dur- 
able in outside paint. 

In regard to chrome yellow, the 
pure pigment has excellent hiding 
properties and hastens rather than 
retards drying.—George K. Burgess, 
Director. 

“Regarding lithopone, I stand 
corrected, as the variety of lith- 
opone used in my work must have 
been of the older variety. 

“In reference to carbon black, 
it is obvious from the Bureau of 
Standards information that there 
is no definite standard for carbon 
black. The material I used in my 
experiments was of the usual 
market variety and contained 98% 
pure carbon. 

“In reference to chrome yellow, 
my statement that it has gcod hid- 
ing properties is correct. In the 
second part, however, I am in 
error; chrome yellow hastens 
rather than retards drying. 

“I would like the comments or 
opinions of some other readers of 
INDUSTRIAL FINISHING on these 
questions. The clarification of 
the same would be to the benefit 
of all.” 
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VARNISH 


The sensational new product you’ve been waiting for—Has 
better body than lacquer . . . . 2 coats being equal to 3 
coats of lacquer . . . . you can maintain same production 
schedule with it as with lacquer . . . . at 50% lower cost. 


Spray one coat—fol- Its hardness is un- 


low in two hours with 
second—rub next > 8 
morning. elasticity. 

Dries dust free in 10 Positively will not 
to 15 minutes. print. 


We are also makers of high grade lacquers but 
we particularly recommend this new varnish 
as something very unusual and different. Send 
today for sample or trial order. 


Indianapolis Varnish Co. 


131-147 NORTH PINE ST. 


Indianapolis, Indiana. 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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Mew MATERIALS AND 


FOuUIPMENT 


Presenting briefly, certain outstanding features of new materials and 
improved equipment which have been developed for use in 
modern industrial finishing departments 


Canopy Exhaust for 
Car Shop Spraying 


Engineers in the exhausting 
equipment division of The De- 
Vilbiss Co., 294 Phillips Ave., 
Toledo, Ohio, have perfected a 
new type of exhaust for use in 
ear shops. The new exhausting 
installation is of the canopy type 
and is pronounced by experts to 
be remarkably efficient as a ven- 
tilating system for large areas 
involved in any spray-painting 
operation, such as painting and 
finishing railroad cars, street cars, 
busses and large objects. 

Partitions, side-walls, or any 
segregation of the painting loca- 


ing P 


tion is entirely avoided in this new 
type exhaust system. This im- 
portant feature, together with the 
many points of efficiency, clean- 
liness, prevention of hazards to 
the workmen’s health and to their 
employer’s property, etc., places 
this exhaust equipment in a dis- 
tinct class. 

In operation, thin streams or 
curtains of air flow upward, close 
to the sides of the car, from floor 
slots to canopy, with a velocity 
just sufficient to remove instantly 
all fumes and odor such as may 
be caused by any varnish or lac- 
quer spraying. 

From the lower opening in the 
canopy to the atmosphere outside, 
there is a short, direct- 
exhaust movement of 
air induced and highly 
accelerated by the 
powerful action of mo- 
tor-driven fans, located 
in all-metal pent houses 
above the roof of the 
building. 

This type of exhaust 
equipment is made in 
both stationary and 
portable models. The 
portable installation is 
motor driven with 
automatic control and 
stopping switch. This 
valuable feature en- 
ables the user to take 
it to the work and 


Canopy exhaust in service = street-car manufactur- avoid the necessity of 
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spotting cars in a certain loca- 
tion; the portable exhaust is 
quickly shifted to the car or object 
which is to be painted. 


Combination 
Primer-Surfacer 

The Atlantic Chemical Co., 1186 | 
Grove St., Irvington, N. J., an- | 
nounces the perfection of “the| 
first combination primer-and sur- 
facer so far developed in this 
country.” 

This material is for use on both 
wood and metal, and is known as | 
No. 313 wood primer filler. It is) 
a combination of the Atlantic | 
Chemical Co’s. No. 300 gray py-! 
roxylin quick-drying primer and 
No. 303 gray surfacer. 

The No. 312 and No. 313 primer 
fillers dry for recoating within 
half an hour and, due to the com- 
bination of primer and surfacer, 
the priming coat and surfacer are 
applied with but one application 
and the material is then ready for 
the color coats. 


New Driers Announced 


Kuttroff, Pickhardt & Co., (ni- 
trogen products, chemicals, etc.), 
1150 Broadway, New York, N. Y., 
in calling attention to its new 
driers announces that “at last a 
new and different organic acid has 
been found to combine with the 
regular metals used as drying or 
oxidizing catalysts to give oil- 
soluble products.” 

The company’s newly-developed 
“Soligen Driers,” it is declared, 
“are definite compounds of an 
organic acid altogether different 
in nature from linoleic abietic or 
that of tung oil. Being definite 
compounds, they are perfectly 
uniform in metal content. They 
are neutral salts of this organic 


The NAZ-DAR 


Coating Machine 


—the answer to a long felt 
need for a practical coating 
machine that could be ob- 
tained at a reasonable price 


rarease PRODUCTION! 


Decrease 


Uniformly coats oil paints, 
enamels, varnishes, lacquers, etc., 
on practically any surface—proc- 
ess, news, chip, card or wall 
board... tin, metal, wood, 
glass and similar sheet materials 
at great speed. 

Of simple but sturdy design; 
quick adjustments; unique auto- 
matic fountain feed; interchange- 
able rollers; requires no special 
wiring; quiet in operation; easy 
to clean; portable. 


Write today for price—and 
fully illustrated circular. 


NAZ-DAR COMPANY 


4014-22 N. Rockwell St. Chicago, Ill. 
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As the October issue of 
INDUSTRIAL FINISHING 
went to press, there had 
been sold this year more 


ADI 
than had been sold during 
1927 and 1928 combined. 


QUALITY will tell! 


CADILLAC SHELLAC COMPANY 


Incorporated 


Ferndale (Detroit) Michigan 
ty modern “Air Exit’’ 


Propel 
versally recognized 
and economical .. . 
our engineers have designed and developed 
(constructed of Nickel Alloy Aluminum) is 
practically perfect in these respects. 

Note exclusive motor bracket--gives better 
frame support and can be adjusted to fit any 


motor. 
Write for price and descriptive circular. .... 
you'll be surprised. 


AIR-MORE PRODUCTS CORP. 
3402 Northwestern Ave. Indianapolis, Ind. 


acid and contain no free acids of 
any kind; neither do they contain 
any rosin or other resins, nor any 
oils of any kind. Their metal 
content is very high, in some cases 
being as much as four times that 
of ordinary linoleates. 

“Soligen Driers are solubie in 
any of the drying oils at moderate 
temperatures without any residue 
or sludge, and do not separate 
out on standing in tanks. For 
the production of liquid driers 
they present marked advantages, 
permitting the making of a high- 
metal-content drier by simply dis- 
solving in mineral spirits or 
turpentine with or without the 
addition of a small amount of oil. 

“The use of these driers effects 
quicker drying time due to their 
high metal content, assures com- 
plete and permanent solubility of 
the driers, eliminates tanking of 
varnish to settle out dryer sludge 
and permits making stable power- 
ful liquid driers.” 


Advertising leads prove that 
there’s business where it’s least 
expected, and that it pays to culti- 
vate every possible’ prospect 
thoroughly before classing any 
territory as barren. 


The development of the air- 
plane industry is so rapid that 
one authority estimates the 1928 
production of 7,000 planes and 
10,000 engines will be doubled in 
1929. 


Study conditions and all new 
trends. Avoid acting on opinions 
or hunches—but facts. Know— 
then cash in on the new oppor- 
tunities ahead and keep your 
prospects informed as well. 
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Quick Drying Finishes 


The basis of a sound finishing system which will cut 
from 5 to 24 hours from your schedules is No Sand 
Stain and Ad-el-ite Three Hour Filler. 


No Sand Stain 


— Requires no sanding 

— Strongly penetrating 

— Will not run 

— Needs no shellac wash coat 

— Dries smooth as glass 

— May be filled over in 1 hour 

— Will not bleed under lacquer 

— Gives uniform coloring 

— Faster to shade with than water stain 
— May be brushed, sprayed or dipped 


Ad-el-ite 3 Hour Drying Filler 


— May be wiped in 15 minutes 

— Dries hard to sand or coat in three 
hours 

— Wipes off smooth 

— Fills every pore flush 

— Can be shaded over immediately 

— Will not bleed, shrink, or change 
color in pores 

— Obtainable in any color—straight or 
combination stain 


Upon request one of our practical service men will conduct 
a complete demonstration in your own plant 


Adams & Elting 
Company 


1833 Seward Street Chicago, Illinois 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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Issued fifteenth of each month. 
Distributed exclusively to executives 
and foremen finishers in all kinds of 
industrial plants where finish coats 
are applied. 


PRACTICAL PUBLICATIONS, Inc. 
Publishers 


Office; 802 Wulsin Bldg., Indian- 
apolis, Ind. Telephone, Riley 6771. 
President, A. T. Gaumer; Vice- 
President and Managing Editor, W. 
H. Rohr; Secretary, E. Suits; 
Treasurer, E. A. Dosch. 


Subscription races, $2.00 r year 
in U. S. and pos *ssions; $2.50 per 
year in Canada and $3. per year 


in foreign countries. 


Advertising rates on application. 


EDITORIAL 


Study the Wood 
to be Finished 

Many wood finishing troubles 
occur as the result of peculiarities 
in the wood, and the way in which 
it has been processed in the white. 
Complicated and impe:fectly 
understood as wood finishing ma- 
terials are, the wood is still more 
complex and even less understood. 
The characteristics of wood can 
be controlled only to a limited ex- 
tent, therefore it is in order for 
the engineer and chemist to study 
the woods first before specifying 
the exact finishing materials and 
methods. 

Finishing materials are, for the 
most part, manufactured products 
which can be formulated and 
made to suit conditions imposed 
by the wood. 

The expert finishing foreman 
knows this, but often when some- 


thing goes wrong he places the 
blame on the materials used when 
perhaps the trouble lies primarily 
in the wood. Manufacturers of 
finishing materials have been an- 
noyed by complaints of this nature 
any number of times, and after 
their experts traced down the 
source of the trouble they found 
that it was not due to any fault 
in their materials at all. 


Alert Investigation 

Wise Purchasing 
Problems attending the investi- 
gating and buying of equipment 
and materials are of real impor- 
tance in any manufacturing estab- 
lishment, and what is accomplished 
along this line governs to a con- 
siderable extent the progress of 
the organization. In many fac- 
tories investigation of new mate- 


rials is often neglected, and 
purchasing is conducted in a 
haphazard or blind routine 
manner. Many executives are 


disinclined to experiment to a 
reasonable extent, when the re- 
sult of such experimentation 
would, perhaps, lead to changes 
in materials and in the manufac- 
turing process and result in major 
savings, thereby netting a welcome 
increase in profits. 

Those executives who are look- 
ing ahead for the interests of the 
factory organization will always 
do well to obtain advance informa- 
tion pertaining to new equipment 
and materials. Trade papers 
should be studied diligently; ad- 
vertisements should be read and 
reviewed; some should be clipped 
for possible future reference and 
discussion. All this investigating 
should be done systematically so 
the information will be available 
instantly. 

Management must look to the 
future always. How often, indeed, 
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has the adoption of certain new 
equipment or materials been the 
means of revolutionizing an entire 
manufacturing plant, making for 
more efficiency and greater prof- 
its? The management, in such 
cases, has purchased wisely. 


Foreign Car Colors 


According to Mr. P. H. Chase 
who visited the Paris Automobile 
Salon last month in behalf of Duco 
Information Service, the use of 
bright colors in the decoration of 
motor cars is an outstanding 
characteristic. Green seems to 
predominate; it is used not only 
as a finish for the body but also 
in striping and trimming. It ap- 
pears in all hues from very light 
to dark. 

Beiges and grays are also 
represented in a substantial num- 
ber of cars, although in most 
cases, they are mixed with other 
colors. Dark reds, tending toward 
maroon, have made progress but 
are not represented so importantly 
as the brighter colors. A few 
yellow cars are on view. Purple 
as a finish is shown on about six 
cars. Half of this number are ex- 
hibited by American manufac- 
turers and the others by small 
French concerns. A _ substantial 
number of cars are finished in 
black and dark blue, these being 
standard shades for town cars. 

Colored fenders are everywhere 
in evidence. They are sometimes 
finished in a companion color to 
that of the car. Sometimes they 
match the striping or belt. 

Chromium nickel is widely used. 
The cars are also distinguished by 
attractive novelties such as door 
handles of plastic materials either 
black or in imitation onyx or ivory. 
Precious woods are used for in- 
terior decorations. 


Is Pure Shellac 
Always Pure? 


The percentage of Shellac 
Gum used is undoubtedly 
pure, but what about ma- 
terials such as Rosin and 
other Alcohol soluble gums? 
Why not insist on protec- 
tion against this form of 
adulteration? The following 
warranty is your protection. 


“We guare itee the mate- 
riai in this package to be 
strictly pure Shellac Var- 
nish, composed of Shellac 
Gum cut four pounds to 
the gallonin No.1 Special 
Denatured Alcohol 190 
Proof, and to be free from 
Rosin, added Wax, excess 
moisture, dirt, or other 
adulteration. 


Clean as a Hound’s 
T 
If it were possible to make this 


guarantee stronger we would 
gladly do it. 


Try Strictly Pure Shellac 
Just Once—You’ ll Always 
Use It. 


ge for our guarantee label on 
e. Prices on request. 


Barrett Varnish 
Company 


1532 South 50th Court —Cicero, Ill. 
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$1.35. 
line for heading. 


CLASSIFIED ADVERTISING 


Advertisements under this heading 45 cents a line per insertion, 

se department to obtain . positions, 

sell equipment, dispose of manufacturing properties, etc. ” 


SALESMEN WANTED 


To represent long established brush 
manufacturing concern, calling on 
general industrial trade. Wonderful 
opportunities for aggressive persons. 
Liberal commissions. Side line con- 
sidered, various territories. Give 
full particulars in first letter. Ad- 
dress IF-301, care Inpustaiat Finisn- 
ING. 


FOREMAN FINISHER 


Desires to make change. Age 33. 
Ten years’ experience, radio cabinets, 
dining suites, show cases, 
office desks, breakfast room furni- 
ture and tables. Uptodate on all 
finishes. Can take full charge or will 
consider assistant job. References. 
Address IF-39, care Inpustaiat Fix- 
ISHING. 


EXPERIENCED LACQUER SALES- 
MEN WANTED 


For middle west, south, New Eng- 
land and eastern states, to represent 
reliable exclusive lacquer manufac- 
turer. Must have following among 
manufacturers using lacquers and 
lacquer enamels. To high type men 
of proven ability we offer an unusual 
opportunity on very liberal commis- 
sion basis. Give full information 
which will be kept in strict confi- 
dence. Address IF-299, care Inpus- 
TRIAL FINISHING. 


EXPERIENCED COLOR MIXER 


Wanted for Pyroxylin Enamels. 
State experience and salary de- 
sired. Address IF-298, care Inpvs- 
TRIAL FINISHING. 


c 


WANTED 


Man specialized in modern furni- 
ture finishing for development and 
demonstration work. Address IF- 
297, care Industrial Finishing. 


WANTED 


By a large paint manufacturer. An 
experienced man for testing and dem- 
onstrating paints, enamels, varnish 
and lacquer, for the industrial trade 
in the Middle West. Must be 
thoroughly practical and work with 
the laboratory. Technical knowl- 
edge would help, but not essential. 
Give age, experience and such infor- 
mation as will sell yourself to us. 
Address IF-296, care Fix- 
ISHING. 


SALES MANAGER 


An exceptional opportunity for a 
chemical engineer with sales ex- 
perience to sell specialties to the lac- 
quer and “(finishing trade. Give 
history and experience in first letter 
which will be considered confidential. 
Address IF-302, care Fin- 
ISHING. 


for sample can. 


SAN-ITAI-RIE FILLER 


Pat. No. 1658605 
For All Defects in Wood 


Manufacturers in all wood-using industries find SAN-ITAI-RIE FILLER unsur- 
passed in filling cracks, worm holes, knot holes, open joints, dents, pitch a, 
etc., and through its use are able to send out their products without a flaw. 

Put up in friction top cans—half pints to gallons—in 20 different colors. Send 


SAN-ITAI-RIE FILLER CO. 
Division of 


164-170 W. Kinzie St. $67 Viebich Chicago, Ill. 


Kindly mention INDUSTRIAL FINISHING when writing advertisers 
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